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ACID CLEANING COMPOUND 


MURAC is a fast acting, safe, inhibited acid- 
type cleaner, scale remover and pickling bath 
concentrate. 


MURAC is economical to use—direct from car- 
boy or diluted as much as one part MURAC to 
four or more parts of water. 


MURAC has a highly selective action on the 
scale and does not attack the base metal notice- 
ably. MURAC is consumed only in removing 
scale and rust, and not in pickling action on 
the metal surface. 





MURAC improves working conditions because 
acid fuming is controlled. 


Prompt shipments from our plants and ware- 
house stocks. 


We will gladly send literature and prices. 








22 PRODUCTS FINISHING January, 1947 











XG 


(ee 


UCTS 
§ MS AS 


he 


5 CS 
Bt - S UK & ; 
= SK 
WS , 


ee 
x 


Practice Selection jar Phited Coatin 4s 


Electroplated coatings are certain to be considered for many new applications 
at a time like this when the relative merits of various protective coatings and fin- 
ishes are being pondered by engineers and production men planning the design of 
many new metal products. The element of selection should be carefully applied to 
make certain that the coating used is the one best suited for the job at the lowest 
cost and that it is applied in the proper thicknesses by the latest approved methods 
of plating. The selection of an electroplated finish is dependent on the require- 
ments for the end use of the finished article, as well as the shop conditions avail- 
able. In any case, the selection should be one in which all property characteristics 
pertinent to the use of the finished article are brought to the highest level of 
performance. 

The science of electroplating has been developed. We find coatings today 
applied in layers with scientific precision. The thickness of each layer and the order 
of application have been carefully worked out to produce the best protection and 
beauty of coating, with the greatest economy in metal and cost of application. 
The scale on which coatings are applied in continuous processes and the speed of 
applying them have been increased through the help of the electrochemist working 
with the practical electroplater. 

Exactly what the life expectancy of an electroplated coating will be cannot 
always be predicted because the conditions of exposure vary. However, to arrive 
at practical working standards, the American Society for Testing Materials, the 
American Electroplaters’ Society and the National Bureau of Standards have jointly 
sponsored extensive outdoor exposure tests of electroplated coatings at a number of 
different locations chosen as representative of the types of exposure to be found 
in the United States. 

These extensive cooperative test installations, which utilize actual service con- 
ditions under as close control as possible, are adding tremendously to the knowl- 
edge of the behavior of plated coatings under conditions close to those of daily 
service. One thing the finish engineer should make certain of is that full advantage 
is taken of all this available data in the selection of an electroplated coating to 
obtain the utmost in performance record for the finished product. 














delay when the finishing plant 

must halt its production repeat- 

edly by reason of inefficiently- 
operating spray-painting equipment. 
This is true whether the plant is large 
or small, for even minor interruptions 
can materially retard an _ establish- 
ment’s output. Moreover, the problems 
become accentuated when the manage- 
ment finds itself confronted with many 
rush orders. It would be interesting 
to know how many orders have been 
cancelled, and customers completely 
lost, because the work could not be 
delivered in time—all of which so 
easily might have been avoided by a 
little timely and proper maintenance. 

Appropriately applicable is the ad- 
monishment particularly with respect 
to manual spray-painting apparatus. 
Incorrect care and use and insufficient 
cleaning of spray guns, for instance, 
cannot only serve to impede an oper- 
ator’s work; his product, adversely af- 
fected as it will be, can hardly be ex- 
pected to withstand rigid inspection. 
Grievous the aftermath, too, when a 
customer returns a consignment be- 
cause the work was not sprayed prop- 
erly, 

In those plants where the operating 
personnel is constantly changing, these 
spraying perplexities and disappoint- 
ments become even more pronounced. 
Even though the management has a 
vigorous maintenance program in 


9 T can prove a serious and costly 


By FRANK V. FAULHABER 


force, the repeated labor turnover is 
bound to disrupt its plans, New, and 
especially inexperienced, employees 
create new problems, The farsighted 
management does well, so far as pos- 


. Sible, to maintain intact its spraying 


department, even at higher cost. The 
endeavor to effect economies can, in 
the end, prove startlingly expensive, 

Even the smallest finishing plants 
should have an ample supply of spray 
guns, suitable for the different types 
of work and for emergencies, There is 
the standard type production spray 
gun, which will also serve for touch- 
ing-up and other light duty painting 
operations, However, the modern fin- 
ishing plant will also have smaller 
touch-up spray guns, which will fa- 
cilitate operations. If the volume of 
output normally is large, the manage- 
ment preferably will have an extra 
supply of duplicate guns so as to fore- 
stall every possible production delay 
that otherwise might arise. 

Along this line, each operator should 
have a complete gun body as a spare 
as well as extra spray heads of ade- 
quate assortment so as to avoid the 
necessity of borrowing parts from 
other workers. The various air caps 
and fluid tips suitable for different 
paint materials should, of course, also 
be available for instant use so as to 
assure a better quality of workman- 
ship, expeditiously executed, for all 
kinds of work, 


With the proper nozzle combination, the production type spray gun illustrated above may be 
used witha suction, pressure, or gravity material feed. 
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By reason of the diversity of pres- 
ent-day finishing materials and spray- 
ing conditions, the modern spray gun 
is so constructed that the spray head 
or working head of the gun is inter- 
changeable. Only a moment is required 
to make the change from one spray 
head to another. The complete spray 
head comprises an air cap, fluid tip, 
fluid needle, and other vital nozzle 
parts, 

Each spray head is intended to ac- 
complish the most indeficient results 
with each of the various types of ma- 
terial, material feed systems, and 
classes of work, In using suction feed, 
the spray operator will ordinarily re- 
quire but two of these spray heads to 
turn out high quality finishes, Specif- 
ically, one is for use with lacquer, the 
other for use with synthetics, Plants 
using both of these materials should 
have both types of spray heads. 

Some shops sometimes use a spray 


head, intended for spraying synthetic 
materials, on lacquer work; however, 
the workmanship is never of superb 
quality as it might be with the proper 
spray head. Importantly, lacquers are 
applied with an air cap that executes 
a pattern with a heavy center so that 
the fast-drying material will still be 
wet when it comes in contact with the 
surface. This is essential, since lac- 
quers are virtually dry immediately 
after spraying and, when considerable 
air is used, may be nearly dry even 
before the spray is deposited on the 
finished surface, 

Contrariwise, synthetic materials 
are slower-drying than lacquer, Con- 
sequently, it is desirable, when spray- 
ing synthetics, to initially apply a light 
coat—a little heavier than a mist coat. 
A short interval elapsing, a heavier 
coat should then be sprayed on. Vital- 
ly, higher air pressure and greater air 
volume are required to break up and 





This illustration depicts a tidy, methodical arrangement for the spray lacquering 
of small articles. 
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efficaciously atomize the tougher syn- 
thetics than are essential for lacquer 
work, 

Bear in mind, spray heads appropri- 
ate for use with lacquers will deposit 
too much synthetic material, with the 
worrisome sequence of runs and sags. 
Hence, air caps for use with synthetics 
pass a greater volume of air than 
those especially intended for lacquers. 
There is a sound logical reason for the 
two types of spray heads. Even when 
a finishing plant has an adequate sup- 
ply of the proper spray heads, it 
should be a rigid policy for all oper- 
ators to make the necessary changes 
instead of skipping this detail at the 
cost of superior work. Both spray 
heads are instantly interchangeable in 
the spray gun body. 

When using a suction feed cup, the 
spray operator should fill the cup with 
the material to be used and then at- 
tach to the spray gun. Next, connect 
one end of the air hose to one of the 
air cocks on the left side of the air 
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The arrangement ‘ustrated 

herein provides tur the elim. 

ination of dust or dirt in the 
fine spraying of work. 


transformer and _ the 
other end to the air in. 
let nipple on the spray 
gun, Be sure to regu- 
late the air transformer 
to the approximate re- 
quired atomizing air 
pressure, 

Paramountly, each 
type of finishing ma- 
terial will have its par- 
ticular air pressure 
requirement for best 
atomization and width 
of spray. Begin with a 
pressure of between 50 
and 60 pounds, Start 
spraying a pattern on 
some flat surface to determine a 
sample of the atomization produced 
at that pressure. Whenever this sam- 
ple reveals large dots in the overspray, 
it is an indication of insufficient 
atomization. An increase in air pres- 
sure is necessary. 

When the atomization is shown to 
be excessive, the operator should re- 
duce the pressure until the smallest 
possible dots in the overspray result. 
When undertaking such atomization 
tests, adjust the spray gun for fluid 
flow and spray width. These two ad- 
justments are made at the rear of the 
gun, To increase the fluid flow, turn 
the fluid adjusting screw to the left; 
to decrease, turn this screw to the 
right, The width of spray is controlled 
by the dialed spreader adjustment 
valve just above the fluid adjusting 
screw. 

Turn this valve to the right when 
desiring to decrease the width of the 
spray; to the left, to increase, Through 
the use of this valve, variation of spray 
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IF YOY have the problem of eco- 
nomically and efficiently cleaning 
and drying small tools or miscellan- 
eous ball bearings or other metal parts or products . . . wash- 
ing chromic acid off heavy chrome-plated parts . . . removing 
cyanide from hardened gears . . . removing chips from Diesel 
motor blocks—you will find many distinct innovations over 
previous methods in this new folder. Write for your copy, 
or without obligation, describe your particular problem and 
we will help you solve it. 


The ALVEY-FERGUSON CO., 623 Disney St., Cincinnati 9, Ohio 
Affiliated Corporation: 
The Alvey-Ferguson Co. of Cal., P.O. Box 396 Vernon Branch, Los Angeles 11, Cal. 
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pattern from round to extremely wide 
is possible. So that the various spray 
pattefns can be recorded and returned 
to at will, the face of this valve is 
graduated and marked, Whenever this 
valve is set for a spray that is too 
wide for the material being used a split 
spray will result. This is a spray pat- 
tern with a thin center and heavy 
ends, When this happens, the operator 
should reduce the spray width until 
the spray pattern is of uniform den- 
sity. 

Particularly the new spray operator 
should be enjoined that the start be 
made with the spreader adjustment 
valve setting at between 4 and 6, From 
this point the setting bringing out the 
most desirable spray can be attained. 
In operation, the spray gun should al- 
ways be held perpendicular and 6 to 
10 inches from the surface at all points 
of the stroke. Noteworthily, the stroke 
should be only as wide as can be con- 
veniently reached by the operator, Of 


® r"  ) 


ry & & r) 


Limited floor space need not be an ob- 
stacle to efficient conveying. For example, 
at Industrial Wire Cloth Products Corpora- 
tion, Jensen designed, built and installed a 
conveyor system to coordinate with auto- 


matic spraying of automotive parts. The | 


job demanded a conveyor 191’ long. 


Available space was only 70’ x 10’. Jensen = 


solved the problem with multiple elevations. 
* Whatever your conveyor problem, call 
in Jensen! 
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cardinal importance in achieving the 
most efficient effects is_ trigger 
manipulation, Essentially, this may be 
considered as starting the stroke, 
pulling the trigger, releasing the trig. 
ger, and following through with the 
stroke. 

Notably, such technique prevents 
the application of excessive material 
at the beginning and end of the stroke 
and actually feathers the ends of the 
stroke for the succeeding overlap, 

Ordinarily, a suction feed cup, sim- 
ple in operation as it is, requires little 
attention. However, it should be the 
plant’s inflexible rule that the cups 
being used should be cleaned thor- 
oughly immediately after a given job 
is done, Simply flush out a cup with 
solvent appropriate for the material 
that was used, wiping with a cloth 
until clean. Be sure that the air vent 
hole in the lid of the cup is clean and 
free of accumulation. Neglect and 
remissness here will cause residue 
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kw-hr. of -electricity. If the’ machine had an efficiency 

‘of 75%, the User would save $763 per year. 

E.P. motor-generators, 2500 amperes’and above, have 
. _a fall-load efficiency of 75% or better—higher than 

equivalent non-rotating equipment. Most important, 
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25% 50% 75% WO% 125% however, this figure represents sustained, life-time 
LOAD efficiency. : 
: ; : When selecting Berge) electroplating equipment, keep _ 
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Standardized design cannot meet the varying 
demands of electrolytic service. That’s why The Electric 
Products Company designs every motor-generator spe- 
cifically to meet each application requirements. 
Whatever the application, however, all E.P. generators 
have certain. basic refinements of design. 












POLE SPACERS MICROMETER ADJUSTMENT 
OF INTERPOLES 











These two features typify the craftsmanship you'll find Every: part of an EP. Motor-Generator 

in E.P. Products. Poles and interpoles are precisely ek is readily reached for inspection and ‘ 
aligned and adjusted to assure sparkless commutation 3 intenance particularly important with : 
and longer brush life. _ relation. to the bottom ‘brushes. EP. 
For thirty-five years The Electric Products Company has : ‘ 4 
been studying the requirements of electrolytic opera- 
tions. E.P. has pioneered practically every new develop- 








ment in the electrolytic motor-gen- +“ Motor-Generato: : 
erator field for many years. the extreme conditions common ‘to 


Specify E.P. motor-generators to ‘most electrolytic operations. 
assure reliable operation unmatched bs : re 
by any other source of direct current. : 





WRITE FOR BULLETIN 202. It describes : S . 
the entire line of E. P. Motor-Generators eee a anemmammmaenatt 
for the Electrolytic Processes. j F p 














THE ELECTRIC PRODUCTS COMPANY 


1741 CLARKSTONE ROAD CLEVELAND 12, OHIO 
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materials to harden and impair suc- 
ceeding operations with the cup. Bear 
in mind, a clogged vent will induce a 
jerky or fluttering spray, eventually 
even preventing material flow to the 
spray gun, Also, dirty, loose or worn 
threads on the coupling nut and a 
loose or cracked tube will likewise 
cause a jerky spray. 

Of the manual spraying equipment, 
a suction feed type gun is one having 
an air cap which is intended to create 
a vacuum, the fluid tip protruding above 
the air cap, thereby drawing the ma- 
terial from the container. This type 
of gun is usually limited to quart size 
containers or smaller, A pressure feed 
type gun has an air cap not neces- 
sarily constructed to create a vacu- 
um, the fluid tip being flush with the 
air cap, With this type of gun, the air 
pressure is required to force the ma- 
terial from the container to the gun. 
A gravity feed type spray gun is one 
that can be fed from an overhead con- 


FLAWLESS 


Get. G RESULTS 
SINISHIN SURFACE 


ar 











Industrial Size 18 x 36 
Spontaneous Combustion Proof 
Exclusively Processed by 


BAUGHN CHEMICAL PRODUCTS CO. 


1203 West Chicago Avenue Chicago 22, U. S$. A. 
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tainer by force of gravity. For this 
the air cap should be of the suction 
feed type. There are other types of 
spray guns, each intended for specific 
purposes, such as bleeder, non-bleeder, 
external mix, and internal mix, 

It cannot be overemphasized that 
more finish work is spoiled by dirty 
spray equipment or a dirty spray room 
than from any other cause. Need the 
management puzzle why so much mar- 
red and damaged work crops up? It 
should be unvarying, rigorous practice 
to maintain clean all spray equipment 
and particularly the spray guns, Never 
put aside a spray gun until it has been 
completely freed of all material last 
used with it. After a suction cup has 
been cleaned, pour a small amount of 
thinner into the cup. Then, attach the 
spray gun, shake the cup vigorously, 
and spray the thinner. This cleans the 
fluid passage in the spray head, the 
only internal part of the gun that is 
touched by the material. To clean the 
exterior of the gun, Wipe clean with a 
cloth moistened with thinner and then 
blow out all parts with a duster or 
blow gun, ; 

It should be a set part of the shop’s 
schedule to lubricate all moving parts 
of a spray gun immediately after 
cleaning. Place a few drops of light 
oil on the air valve stem and fluid 
needle daily. Keep all packings (fluid 
needle, and so on)soft and pliant by 
occasional oiling. Coat the fluid needle 
spring with vaseline or light grease. 

After removing a cup from a gun, 
hold a cloth over the openings in the 
air cap and pull the gun trigger, Air 
diverted into the fluid passage ways 
thus forces material back into the 
container. When using pressure feed, 
back up the regulator adjusting screw, 
release the pressure from the tank by 
means of the relief valve or safety 
valve, hold a cloth over the air cap, 
and pull the gun trigger so as to force 
the material back into the tank. Next, 
remove the fluid hose from the gun 
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and attach to a hose cleaner, running 
solvent through the hose. The hose 
should be dried out with air. Then 
spray some solvent through the gun 
and clean the air cap and fluid tip. 
The tank also should be carefully 
cleaned out and reassembled for the 
next job. 

Many operators use strong solvents 
for the quick cleaning of spray guns 
with the result that vital lubricants 
are removed and the packings dry out. 
Caustic solutions, such as alkaline 
preparations, should never be used for 
cleaning spray guns. These destroy 
aluminum alloys used in the gun bod- 
ies and parts. A gun should never be 
left immersed in a solvent. It should 
be the plant’s policy never to permit a 
gun to become so dirty that soaking 
of the complete gun is necessary. The 
dirtier a gun is allowed to get, the 
harder it will be to clean, 

It is not necessary to take the spray 
gun apart to clean it. Simply spray 
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clean solvent through the gun ang 
wash off the outside with clean gol- 
vent, Keep the packing nuts around 
the fluid needle and air valve stem 
tight. However, do not tighten go se- 
curely that the parts cannot move 
freely. 

Spray gun parts, in fact, should not 
be removed unless absolutely neces- 
sary. Be sure, when replacing the air 
cap assembly, that the air valve spring 
is correctly inserted in the recess pro- 
vided in the gun body. Examine the 
condition of the gaskets when remov- 
ing parts which seal on gaskets. 
Tighten the fluid tip securely when re- 
placing, 

When cleaning the air cap of a gun, 
it should be simply immersed in a sol- 
vent. When small holes. become clog- 
ged, soak in solvent. When reaming is 
still necessary, use a match stick, 
broom straw, or any other soft im- 
plement; nothing metallic, Digging 
out holes with wire or nail may per- 
manently damage the 
cap or impair its oper- 
ation. 

Whenever fluid leaks 
from the fluid needle 
packing nut, this is due 
to the packing nut be- 
ing loose or the fluid 
needle packing being 
dry. To overcome such 
a condition, remove and 
soften the packing with 
a few drops of light oil, 
then replace. Tighten 
the packing nut to pre- 
vent leakage, yet not so 


In spraying workpieces, 
each spray operator should 
be provided with an ade- 
quate supply of supplemen- 
tary equipment, as illus- 
trated herein. 
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ROTO-FINISH 


An economical method of deburring 


SELECTRO-PLATER 
(Rectifier) 


Wide range of capacities — 25 to 5000 am- 
peres all in one cabinet. Most capacities 
can be furnished in types:— 
Standard (with meters and controls); Basic 
without meters and controls); Remote 
Control (with separate remote con- 
trols and meters). Other varia- 

tions may be engineered 

to adapt Selectro- 

Platers to special 

require- 

ments 


several 


Write for special 
folder on Selec- 
tro-Platers, Mul- 
tiplaters, and 
the Heavy 
Current 


Group. 
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When the operator's hands are busy the 
Lathe may be instantly stopped by slight 
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developments in operator's protection 
Eliminates many injuries, with resultant 
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booklet on this, and other 
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costly rejections by quickly 
revealing whether thickness of 
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tight as to grip the fluid needle, 

Sometimes there will be air leakage 
from the front of the gun, This may 
be due to the packing nut being too 
tight, a bent valve stem, sticking valve 
stem because of lack of lubrication, 
broken air valve spring, worn or dam- 
aged valve or seat, or foreign matter 
on the valve or seat, any one of which 
may result in the air valve not seat- 
ing properly, the source of the trouble. 

Sometimes there will be fluid leak- 
age from the front of the gun, In this 
case, a wrong needle size, a broken 
fluid needle spring, a too tight pack- 
ing nut, lumps or dirt lodged in the 
fluid tip, or a worn or damaged fluid 
tip or needle may result in the fluid 
needle not having seated properly. 

An ever-present annoyance in many 
shops is a jerky or fluttering spray. 
When this is encountered, it is due to 
air leakage into the fluid line. If a 
pressure or suction feed process is be- 


ing used, the trouble may be due to 
lack of sufficient material in the con- 
tainer or tipping of the container at 
an acute angle, an obstructed fluid 
passageway, a loose or cracked fluid 
tube in the cup, or a loose fluid tip or 
damaged tip seat. 

The jerky or fluttering spray may 
also be accounted for, as to suction 
feed only, by the use of a too heavy 
material for suction feed, the fluid tube 
resting on the bottom of the cup, a 
loose fluid needle packing nut, a loose, 
dirty or damaged coupling nut on the 
cup lid, or a clogged air vent in the cup 
lid, 





‘“‘Dustube’”’ Cloth Bag Type Dust Col- 
lector, product of the American Wheela- 
brator & Equipment Co., 345 S. Byrkit 
St., Mishawaka, Ind., is illustrated and 
described as to operating principle, ad- 
vantages, and applications in various 
types of plants in a pocket-size folder 
being distributed by this firm. Copy free. 
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G.§. BLAKESLEE<CO. 


New York, N.Y. - Toronto, Ont. 


G. S. BLAKESLEE CO., CHICAGO 50, ILLINOIS - 
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Vapor DEGREASER 


SMOOTH 


METAL PARTS COME 
OUT FREE OF GREASE OR CHIPS 
WHEN CLEANED IN A 









BLACOSOLV 


DEGREASERS AND SOLVENT 


METAL PARTS WASHERS 
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Pointing to Progre 


Progress and important advance- 
ments in modern electroplating lie 
ahead with the broadening use of 
General Chemical Metal Fluobor- 
ate Solutions. Today — fluoborate 
baths are proving outstanding for 
many lead, tin, lead-tin alloy, cop- 
per, zinc and other applications. 
Tomorrow—Metal Fluoborates 
hold still greater promise since 
their superiority to ordinary baths 
is indicated both by the unusual 
characteristics of the fluoborate 
electrolyte and by the type of de- 
posits obtained. 

To the electroplater, the Metal 
Fluoborates, generally, offer such 
advantages as: 1. Concentrated so- 
lution form; no mixing or dissolv- 
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fern Electroplating 


ing necessary. 2. Simplicity of bath 
preparation and ease of control. 
3. Stability of composition, high 
conductivity, and good covering 
power. 4. Fine-grained deposits of 
good color. 5. High-speed opera- 
tion, with practically 100% anode 
and cathode efficiency. 

These advantages can mean real 
economy, efficiency, and conven- 
ience in your plant. So investigate 
the Metal Fluoborates now by 
writing for technical data and 
trial samples of the products 
that interest you. As always, 
General Chemical’s skilled Engi- 
neering and Technical Servicemen 
are available to assist you in pre- 
paring for test or full-scale runs. 


GENERAL CHEMICAL COMPANY 
40 RECTOR STREET, NEW YORK 6, N. Y. 
Sales and Technical Service Offices: Atlanta + Baltimore + Boston 
Bridgeport (Conn.) - Buffalo - Charlotte (N. C.) + Chicago » Cleveland 
Denver + Detroit 
Minneapolis - New York + Philadelphia - Pittsburgh + Providence 
(R. 1.) + San Francisco - 
Wenatchee - Yakima (Wash.) 

In Wisconsin: General Chemical Wisconsin Corp., Milwaukee, Wis. 
in Canada: The Nichols Chemical Company, Limited 
Montreal - Toronto . Vancouver 
WRITE FOR SPECIAL TECHNICAL MANUALS 
Lead-Tin Alley Plating Manual LT-1 Copper Fluoborate © Manual CF-1 (Ready ood) 
Zine Flucberate « Manual ZF-1 


Houston + Kansas City «+ Los Angeles 
Seattle + St. Louis + Utica (N.-Y.) 


Metal Flaeborates © Bulletia 1015-A 
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One Source for Metal Cleaning, Rustproofing, 
Spraying, Dipping, Drying and Baking Equipment 


Regardless of what your product may be, 
regardless of its shape or size, the Mahon 
organization is prepared to plan, engineer, build 
and install a complete Finishing System to handle 
your particular finishing job on a straight line 
production basis—a finishing system that will 
produce the finest finish possible at the absolute 
minimum cost per unit. For over twenty-five 
years Mahon engineers have pioneered in this 


highly specialized field, and have gained recogni- 
tion throughout the world in every industry where 
finishing constitutes a major production operation 
... this experience, and constant research and 
development, have endowed them with ao wealth 
of technical knowledge and practical know-how 
not available to you elsewhere. No need to 
speculate—consultation with Mahon engineers 
will not place you under obligation. 


Address INDUSTRIAL EQUIPMENT DIVISION 


THE 


R. €. 


MAHON 


HOME OFFICE AND PLANT, Detroit 11, Mich. 


COMPANY 


WESTERN SALES DIVISION, Chicago 4, lil. 


Engineers and Manufacturers of Complete Finishing Systems including: Metal Cleaning Ma- 

chines, Rust-Proofing Machines, Dry-off Ovens, Hydro-Filter Spray Booths, Filtered Air Supply 

Units, and Drying and Baking Ovens. Also Paint Sludge Reclaiming Units, patented Hydro- 
Foam Dust Collecting Systems, and many other Units of Special Production Equipment. 














ing and finishing processes can- 

not be carried on without some 

loss of solvents in vapor form, but 
it is none the less true that in many 
places, solvent losses are higher than 
they need to be. In the case of vapor 
degreasers, considerable attention 
has been given to this proposition, 
with the result that most vapor de- 
greasers now being made have provi- 
sion for recovery of solvent distillate 
and for storing it separate from the 
degreaser proper. Different provisions 
are made in different degreasers in 
the matter of reclaiming solvents. 
Some degreasers have facilities in- 
corporated for gathering the conden- 
sates and letting them flow into an 
outside storage container. Others 
have, arrangements for trapping and 
holding the condensates until they are 


q T is perfectly obvious that clean- 
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manually or and placed into 
containers. Also, there are a number 
of manufacturers separate solvent 
recovery stills suit@ble for use in dis- 
tilling and reclaiming dirty solvents 
entirely outside the vapor de- 
greaser. Among t&em are the prin- 
cipal manufacturers of vapor degreas- 
ers, aS well as vas others. Some 
solvent stills ha been observed 
which distill 15 to 20 gallons of dirty 
solvent per hour and discharge the 
clean vapors into a degreaser tank as 
a booster charge. 

The location of a vapor degreaser 
in the shop and the manner of its use 
have a direct bearing on_ solvent 
losses. Such units must be placed 
where they are protected from drafts, 
baffling them to provide such protec- 
tion if need be. Pronounced drafts 
will draw vapor fumes out of the de- 


Equipment for recov- 
ering solvent vapors 
from lacquered work 
while drying. The unit 
consists of a t 
containing heated oil 
and a cover on which 
is mounted a conden- 
ser to recover solvent 
when drying small 
lacquered items in 
trays, and so on. The 
unit is shown in 
closed position. 
(Photo courtesy L. O. 
Koven & Brother, Inc., 
Jersey City, N. J.) 
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A PICKLE ROOM 


BOTTLENECK 
REMOVED! 


By a new Wyandotte development... 


A heavy-duty cleaner, Wyandotte 
Porenac* is specifically designed 
to eliminate the cleaning bottle- 
necks common to every pickle room 
of porcelain enameling plants. 


This balanced formulation quickly 
takes care of the toughest mineral 
oil drawing compound. 


Porenac is economical, too. Its su- 
perior emulsifying action elimi- 
nates the necessity for pre-cleaning 
and saves time. Its concentration 
requirements are low. Additions 
are at a minimum and life of solu- 
tion is remarkably long. 

*Temporarily in short supply 


Porenac has been field-tested with 
excellent results, showing its ability 
to clean tough drawing com- 
pounds, regardless of shop or wa- 
ter conditions. 


Porenac is of such versatility that it 
probably can be adapted to your 
specific problem, whether it be 
cleaning prior to barrel-plating or 
oxide finishing or other heavy-duty 
cleaning operations. 


Let your Wyandotte Representa- 
tive demonstrate for you the re- 
markable qualities of Wyandotte 
Porenac. 








yandotte 


REG. U. S. PAT. OFF. 








WYANDOTTE CHEMICALS CORPORATION 
WYANDOTTE, MICHIGAN e SERVICE REPRESENTATIVES IN 88 CITIES 
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greaser. As touching operation in 
this particular respect, work must be 
lowered into a vapor degreaser at a 
slow rate and removed in the same 
way. Otherwise, sudden displacement 
of vapor by the work, as it enters, will 
cause unnecessary loss, and sudden 
removal of the work will cause vapors 
_to be drawn after it and lost. Some 





Solvent still for use in the recovery of 
trichlorethylene 


(Photo courtesy Detrex Corp., Detroit, Mich.) 


leading authorities in this field claim 
that 12 feet per minute should be re- 
garded as maximum speed for lower- 
ing work into a vapor degreaser. Re- 
moval can be somewhat faster, but 
should not exceed 20 feet per minute. 

It is interesting to observe that 
means have been developed and em- 
ployed to some extent for recovering 
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solvents given off as vapors while © 
finished work is drying. One very ~ 
interesting application of this kind © 
makes use of a special tank contain. ~ 
ing heated oil and so designed that | 
trays, filled with workpieces that have © 
just been lacquered, are supported in © 
the tank in such a manner that they © 
are partly submerged in the heated © 
oil. Steam coils are used in the tank 
to heat the oil, and the heat is trans. ~ 
ferred to the work by the oil to hasten — 
its drying. A wheel-mounted cover 

is arranged for the tank in sucha | 
manner that it can be rolled into place 
and secured by hinge bolts on the rim 
after the trays of work are in place, 
Assembled on this cover is a con- 
denser which traps the rising solvent 
vapor, converts it into liquid, and de- 
livers it to be used again. Equipment 
of this type maintains the oil at a pre- 
determined temperature by means of 
a thermostat and is built in different 
sizes and capacities. 








Goodrich Spray-Type Pickling and 
Washing Machine is the subject of a 
four-page broadside published by The B. 
F. Goodrich Co., Akron, Ohio. The broad- 
side illustrates and discusses the advan- 
tages of the machine in performing pick- 
ling and washing operations on a variety 
of parts. Copy free upon request. 





“Whisticlean,’’ an all-purpose indus- 
trial cleaner and detergent, is the subject 
of a six-page illustrated folder released 
by the American Oil & Disinfectant Corp., 
88 Lexington Ave., New York 16, N. Y. 
The folder describes the effectiveness of 
the product in cleaning wood and con- 
crete floors, tile, marble and terrazzo 
surfaces, metal equipment and machin- 
ery, and so on. In addition to explaining 
its detergent qualities, the folder con- 
tains laboratory test data on the bac- 
tericidal efficiency of Whistlclean in con- 
centrations as low as one ounce per gal- 
lon. Practical cleaning tips on the use 
of Whistlclean are also included in the 
folder, copy of which is available free 
upon request. 
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UPERIOR wood craftsmanship and 

fast assembly line production char- 
acterize the making of these Tip-Top 
Kiddie-Baths by Trimble Nurseryland 
Furniture, Inc., of Rochester, N. Y. This 
leading manufacturer of children’s furni- 
ture needed a fast-drying enamel to re- 
move finishing bottlenecks. 


ZAPON' Flow-Coat Enamel proved 
quickest, easiest and best for Trimble 
requirements. This beautiful high-gloss 
enamel completely covers 
the Ponderosa Pine wood of 
the Kiddie-Baths in a single, 
satiny-smooth ccat! No un- 
dercoat or sealer is required. 
And, besides, ZAPON Flow- 


Coat Enamel air dries with lacquer speed. 


The use of this ZAPON finish replaced 
individual hand dipping and 12 to 24- 
hour slow drying on racks. It enables 
Trimble to use conveyorized finishing— 
1,000 feet of track, largely overhead, 
with 10 feet through the flow-coat booth 
—thus saving space, time and money. 
Here you have another typical example 
of why it pays to call ZAPON for 
finishes. 


ZAPON DIVISION 


ATLAS POWDER COMPANY 


Complete Manufacturing ... Research . . . Sales 
Stamford, Conn. North Chicago, lil. 


SPECIALIZED PRODUCTION FINISHES .. . Decug Tomorrow's Job Todayl 











Prducts and 


ONVERSION is a forward-look- 
ing process that has only a nod 
for the past. Old products and 
old ways of making them won’t 
do. New products are tied in with the 
new technology. Both points are illus- 
trated at The Guiberson Corporation, 
Dallas, Texas, Starting with the pow- 
er distribution system, the plant has 


been reconverted to continue the 
manufacture of improved oil field 
equipment, and the company is ex- 
panding into the consumer goods field 
with a line of steel kitchen cabinets, 
the manufacture of which requires 
many new techniques, 

A fluorescent lighted area served 
by a bus distribution system has been 


Steel cabinet pieces are prepared for finishing by means of a phosphate coating system in this 
department of Guiberson Corporation. The tank to the right of the men 
employs 45 kw. of electric heat. 
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Dried cabinet with a beautiful, high 
gloss, tough enamel finish emerges 
from the new electric drying oven. 


tems facilitate handling. 
The finish provided on each 
cabinet is a baked enamel, 
which is described as very 
tough, high gloss, acid and 
waterproof—in appearance 
and quality similar to vitre- 
ous enamel, The baking is 
done in a newly designed, 
convection type electric oven 
that is 60 feet long and rated 
115 kw, The work is first 
passed into two new spray 
booths where it receives a 
mist coat and a final coat. 
From the second spray booth 
it is conveyed into the oven’s 
first zone—held at 200 deg. F. 
selected for the sheet metal work on The work is then passed through four 
the new cabinets, The pressed pieces heating zones held at 300 deg. F. and 
are fabricated into cabinets and doors emerges through a cooling zone main- 
by spot welding. 
Prior to assembly 
the pieces are 
cleaned and their 
surfaces prepared 
for finishing with 
the aid of some 
55 kw. of electric 
heat. Tanks are 
heated electrical- 
ly and cleaned 
pieces are dried 
electrically. Floor 
and overhead sys- 








After cleaning and 

surface treating, steel 

cabinet pieces are 

dried in this 15 kw. 

oven as they pass 

through on a con- 
veyor. 
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This illustration shows assembled cabinets after drying. 


tained at 200 deg. F. The cycle requires 

30 minutes. Temperature controllers 

provide any desired temperature. 
(Courtesy ‘Electrified Industry’) 





ACP Technical Service Data Sheets. 
The American Chemical Paint Co., Am- 
bler, Pa., now has available a series of 
new and revised technical service data 
sheets on ‘‘Peroline,’’ an oil-like chemical 
for producing an oiled phosphate coating 
on iron and steel products that are 
later to be painted; ‘‘Deoxidine’’ No. 170. 
a strong concentrated phosphoric acid 
metal cleaner and rust remover; Solvent 
No. 3, a liquid chemical for the removal 
of paints, lacquers, and enamels; ‘‘De- 
oxylyte,’’ a concentrated acid type addi- 
tion agent used in final rinse baths for 
both coated and uncoated metal surfaces; 
and ‘‘Cuprodine,’’ a powdered chemical 
which, when dissolved in dilute sulphuric 
acid, forms a solution that is said to pro- 
duce adherent, bright copper coatings on 
steel surfaces by simple immersion. 

Copies of this series of data sheets are 
availablé free upon request. 
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Durco Corrosion-Resistant Fans, A 12- 
page bulletin on Durco corrosion-resis- 
tant fans for exhausting acid and other 
corrosive fumes has been published by 
The Duriron Co., Inc., Dayton 1, Ohio. 
The bulletin contains complete engineer- 
ing data, including dimensions and ¢a- 
pacities, on the five standard sizes of 
fans made by the company. A description 
of Duriron, Durichlor, and Durimet, the 
special Durco corrosion-resisting alloys 
of which the fans can be built, is includ- 
ed. Some typical applications for the fans 
are shown by means of drawings. These 
include exhausting fumes from labora- 
tory hoods, plating, pickling and anodiz- 
ing tanks, hydrochloric acid etching in- 
stallations, reaction kettles, sulfuric acid 
chamber processes, absorption or drying 
towers, Kjeldahl tubes, fume washers, 
and so on. 

The bulletin also includes information 
on the type of drives used, as well as 
Durco hood outlets, bell-end adapters, 
and Durco drip traps. In addition, com- 
plete instructions are provided on how to 
specify, how to select, and how to order 
the correct Durco fan for a particular ap- 
plication. Copy of Bulletin 1102 free upon 
request, 
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GET THE MOST 
IN INFRA-RED... 





Anorurr prominent manufacturer* has “gone G-W” 
in modernizing the finishing and conveying of parts 
and now enjoys the maximum advantages of 
radiant heat. His G-W Infra-Red System gives him: 


SPEED—heat is “spot lighted” directly upon the work, processing it in transit. 


UNIFORM FINISH — heat is distributed evenly whatever the shape or area 
of the work. 


FEWER REJECTS —tougher finishes produced by infra-red, reduce smudg- 
ing, chipping or cracking. 


ECONOMY —lIess power, fewer man hours, conservation of floor space. 


SIMPLICITY —G-W systems easily handle all operations of de-greasing, 
spraying, dipping, baking, drying and cooling. *Name upon request 


= engineers will geil Sonate GIFFORD-WOOD CO. 
aoe eee eet ee oficieney «420 LEXINGTON AVENUE * NEW YORK 17 
and low cost by “going G-W” in 565 W. WASHINGTON STREET © CHICAGO 6 
your infra-red processing operations. Factory — Hudson, N. Y. 


G7£t0RD-Wo00 


SINCE 1814 






G-W HANDLES IT... 


faster * easier * cheaper 
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is a long-established, widely- 

employed means of protecting 
ferrous fabrications and assemblies 
against rust or other corrosion. Yet, 
due to the development of bright and 
semi-bright processes, it is only with- 
in comparatively recent years that 
electroplated zinc coatings have be- 
come commercially important from 
the standpoints of protective finishing 
and decorative plating. This is par- 
ticularly true in connection with the 
manufacture of such small articles as 
nuts, bolts, screws, pipe couplings, 
flanges, and so on. : 

Sharp halting of civilian goods out- 
put at the outset of the nation’s late 
war production program brought the 
application of bright zinc plating for 
decorative purposes to a complete 
standstill, However, partly because of 
the critical shortage of cadmium for 
electroplating prevalent during the 
early stages of the war, zinc found 
broader utility for providing corrosion- 
resistant coatings to ordnance materi- 
al and other essential war supplies. 

Among those on which the then- 
urgent need for protective finishes 
was successfully met to.a considerable 
degree by the substitution of zinc for 
cadmium in war production plating 


S products finishing execu- 
It tives well know, zinc plating 


46 PRODUCTS FINISHING 


specifications were communication 
equipment, amplifier cases, fuse and 
bomb parts, bomb flare cases, mine 
traps, shell and cartridge cases, gun 
parts, automotive and aircraft com- 
ponents, electric switch case parts, 
coil springs and marine fittings, 

Now, with the industrial machine 
geared to the task of beating swords 
into plowshares, the use of bright zinc 
plating for protective finishing may 
decline somewhat as the supply of 
cadmium becomes more plentiful. 
This, on the other hand, may be offset 
to some extent by an accelerated re- 
sumption of its use for the purpose of 
decorative finishing. 


Why Is Correct Surface 
Preparation So Essential ? 


In zinc plating, as with other types 
of electrodeposition, thorough de- 
greasing of the surface is a prime 
requisite which determines in no small 
measure the adhesion, uniformity and 
protective value of the coating or fin- 
ish subsequently applied. The surface 
must be put in a chemically-clean con- 
dition! There have been instances by 
the score where base metal surfaces 
not properly prepared for plating with 
the correct techniques subsequently 
resulted in peeling and blistering of 
the finish. Efficient degreasing, 
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therefore, is of paramount importance; 
it is the first step to maintain quality 
control as well as eliminating or mini- 
mizing rejects. 

From the viewpoint of output, 
cleaning must also perform its as- 
signed task on a consistently fast, de- 
pendable schedule to keep pace with 
preceding and subsequent operations, 
and thus materially assist in keeping 
the production line moving along 
smoothly, without hitches or interrup- 
tions attendant with faulty cleaning. 
Various, degreasing and _ cleaning 
methods are available 
for preparing iron and 
steel for bright zinc 
plating. Ranking high 
on the list of those most 
widely employed are the 
following four’ tech- 
niques; 

1, Still or soak tank, 
using either an alkaline 
material or an emulsi- 
fying solvent, either 
separately or in combi- 
nation as a two-bath 
process, depending up- 
on the nature and 
amount of foreign mat- 
ter present, shape and 
size of work, and other factors, 

2. Electrocleaning tank, employing 
direct and/or reverse current, depend- 
ing on conditions, and using materials 
specially designed for this work, 

3, Automatic: mechanical washing 
machine of the fixed spray, revolving 
wash arm, rotary drum and splashing 
or cascade types, using alkaline de- 
greasing materials most suitable for 
application by this method. 

4, Combination of one of these meth- 
ods with another, depending upon in- 
dividual plant conditions. 


Still or Soak Tank Degreasing 


Where this procedure is followed, 
parts are immersed in a solution made 
up with a suitable alkaline detergent 
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at a concentration of from 4 to 8 
ounces to each gallon of water. The 
temperature of the solution ranges 
from 180 to 212 deg. F. After soaking 
from 5 to 15 minutes or longer where 
exceptional conditions indicate, the 
work is withdrawn and rinsed in a 
cold, free-flowing rinse tank. 

This is followed, wherever possible, 
with a final hot rinse to prevent carry- 
over of the cleaning solution into suc- 
cessive pickling baths and plating so- 
lutions. Plant experience shows that 
most types of quenching oils, cutting 
oils, drawing and 
stamping compounds, 
and so on, usually en- 
countered are complete- 
ly removed by this 
method, leaving sur- 
faces in the chemically- 
clean condition required 
for zinc plating. 

Agitation of the 
cleaning solution is not 
absolutely essential in 
still tank degreasing, 
but it has been found 
almost universally that 
agitation is desirable 
for the most efficient 
and economical results. 
This may be achieved in a number of 
ways, the simplest of which is that 
of vigorously boiling the solution, Still 
another common practice installing 
baffle plates in the tank to produce 
convection currents. For heating the 
solution, one of the most practical 
ideas is to install steam coils on the 
work side of the tank. 

For cleaning articles coated with 
pigment drawing compounds, a differ- 
ent degreasing agent is often required. 
Soaking of the work for a short period 
in a boiling solution of a more vigor- 
ous-acting alkaline detergent, 8 to 10 
ounces to each gallon of water, pro- 
duces completely satisfactory results 
in many cases, Of further interest in 
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this connection is the additional fact 
that the cleaning of drawn and stamp- 
ed parts invariably can be effectively 
expedited and cost reduced by simply 
replacing pigmented compounds, 
wherever practical, with certain other 
types of drawing and stamping com- 
pounds, 

Used with water or oil mixtures, de- 
pending upon the individual problem 
encountered, these specialized materi- 
als incorporate those characteristics of 
adhesiveness, cohesiveness and lubric- 
ity necessary to prevent metal-to- 


metal contact. Of equal importance, . 


although not so frequently recognized 
and appreciated by many metal-finish- 
ing men, is the further fact that 
these particular compounds are more 
readily removed in alkaline cleaning 
solutions from drawn or stamped 
work before subsequent finishing. 
Formulas for drawing, forming and 
stamping materials vary so widely 
from plant to plant that consultation 


with a trained service engineer of the 
materials supplier is recommended to 
meet individual drawing and stamping 
requirements most satisfactorily, 


Emulsifying Solvent Pre-Soak 


On certain classes of work, particu- 
larly where smut or deposits of other 
inert matter either unusually heavy or 
of a very exceptional and tenacious 
nature are involved, a two-tank tech- 
nique is recommended for proper sur- 
face preparation. Preferably used for 
this pre-cleaning or “pre-soak” in a 
great majority of cases are specially 
designed emulsifying solvents, which 
are non-flammable and also non-com- 
bustible at common temperatures, 

For example, short immersion of 
work in a tank charged with a solu- 
tion of Oakite Saturol, followed by one 
or two rinses in either clean running 
or warm water, generally leaves the 
work in excellent condition for rapid 
degreasing in the final cleaning bath. 
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ROHCO WIDE CON- EASE OF 
ADDITION | BRIGHTNESS | CENTRATION | ECONOMY} GonTROL GOOD COVERING 
AGENTS RANGE OPERATION] “5SOWER 
+ “4 Uniform Range 2% of Hull Cell or No Excellent, 
of ore up to 1 to 15, cadmium ratio to breaking in | good recess 
ma sul. 35 amp. /sq. ft. oz./gal. metal cost cyanide period plating 
ROHCO 50| Uniform Range Ify% of |HullCellor} No Excellent, 
For still or up to by 4 cadmium ratio to breaking in | good recess 
Automatic | 75 amp. /sq.ft. on Jani. metal cost cyanide period plating 
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R. O. HULL & COMPANY | 


1279 West Third Street 
Cleveland 13, Ohio 





Write for Detailed 
Information on 
ROHCO 20 and ROHCO 50 
TODAY! 
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formulated with a modified synthetic rubber base 


From production to sales — for automobiles or tiny cabinets — the 
advantages of Coprene Enamels can erase many a worry like magic. 
With lacquer-like speed, air-drying Coprene Enamels harden throughout 
to a tough finish much like baked enamel. For baking, Coprene Enamels 
can be formulated to meet almost any schedules. Yet, either baked or 
air-dried — because of the modified synthetic rubber base — Coprene 
finishes are unusually flexible . . . can take all kinds of punishment with- 
out cracking, peeling or chipping. And they’re resistant to chemicals, 
heat, cold, water and exposure to weather. 

In addition to this remarkable durability, Coprene Enamels also add 
shining beauty to any product — clear and in a variety of colors — as a 
plain enamel or metallic finish. You can apply Coprene with the spray 
or dip method. For all the facts, write for Technical Data Bulletin 111. 


PIONEERS 
IN PROTECTION 


ee - 2. here industry goes eth fineshing problems 


MAAS  & WALDSTEIN COMPANY Niw'iresix_ 


Avenue, Chicogo12 + 6 Jersey Street, Boston 18» _‘10751 Venice Boulevord, Los Angeles 34 
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Individual requirements in each plant 
or shop are determining factors in 
material choice and solution make-up. 


Alkaline Precleaning 


In other instances, especially where 
pre-cleaning is required for final de- 
greasing by electrolytic methods and 
where the use of an emulsifying sol- 
vent pre-soak is not entirely suitable, 
this particular operation frequently 
can be performed with alkaline ma- 
terials, Such materials suggested for 
this application combine emulsifying 
properties and wetting-out qualities 
which enable them to remove a wide 
range of foreign matter encountered 
in the field of metal cleaning. They 
have, in addition, long solution life, 
plus the ability to stay in balance, 
even when heavily contaminated. 

Processing cycle comprises (1) im- 
mersion of parts in recommended so- 
lution of from 4 to 10 ounces of ma- 
terial to each gallon of water for a 
period of from 5 to 20 minutes, de- 
pending on conditions, at a tempera- 
ture of 200 deg. F.; (2) thorough 
rinse; and (3) final cleaning bath. 


Electrolytic Cleaning 


Electrolytic cleaning procedures, 
which provide for passing a low vol- 
tage direct and/or reverse current 
through an alkaline bath, usually pro- 
duce thorough, uniform results in pre. 
paring iron and steel surfaces for elec- 
trodeposition of bright zinc coatings, 
Cathodic cleaning has been, until re- 
cently, the more widely utilized meth- 
od since it liberates a greater quantity 
of gas from the surface of the work 
beneath the oil or grease film during 
the degreasing period, effectively 
loosening up and breaking up oil and 
grease accumulations and producing 
an agitating action that greatly fa- 
cilitates and speeds up the process of 
emulsification in removing them, The 
past few years, however, have wit- 
nessed a steadily growing trend to- 
ward the employment of anodic de- 
greasing at high current densities 
since it shows certain important ad- 
vantages from the standpoints of ab- 
sence of hydrogen embrittlement and 
smut deposition on some types of 
work, Today, as a result, it is frequent- 
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WORKMEN are shown 
touching up the 
gray crackle finish, 
polishing the chrome, 
and making final ad- 
justments on a North 
American Philips X- 
ray diagnostic table 
— > shipment 
rom the com 8 
Dobbs Ferry, NY. 
e plant. 


(Photo courtesy 
North American 
Philips Co., Inc., 
New York, N. Y.) 
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INSULATED GRIDS 


RCO Rubber Insulated Tank Grids are low cost 
insurance against costly replacement of tank 
linings, agitation coils and plating solutions. Arco 
Grids save you money from the day you put them 
down in your tanks. 

They prevent serious damage to tank linings and 
Gir-agitation coils generally caused by falling sword 
ends, baskets and heavy, sharp work pieces ... make 
possible the quick retrieving of fallen work... are 
easily removed for cleaning of tank, cutting ‘“down- 
time” costs . . . prevent corrosion and contamination of 
solutions . . . reduce solution loss .. . assure free flow 





of solution at bottom of tank . . . can be used as inex- 
pensive replacement for acid brick. 

Fabricated of expanded metal, reinforced by angle 
iron and supported on channel iron. Heavy eyes at 
four corners permit easy lifting and removal from 
tank. They are completely coated with a smooth 
seamless covering of Ye-inch Arco Semi-Hard Rubber 
Insulation that will not crack or peel. 

We will coat your present grids, or fabricate grids 
for you to your specification in any size or shape. The 
services of our Rubber Insulating Engineers on any of 
your insylation problems are yours for the asking. 


ARCO SEAMLESS RUBBER INSULATION AVAILABLE FOR ALL PLATING EQUIPMENT 
RACKS » ANODE SAVERS * DRUMS ° TANKS ¢ DIPPING BASKETS * DIPPERS AND MEASURES 


8607 EPWORTH BLVD. 


AUTOMOTIVE RUBBER COMPANY 
Pibber 


DETROIT 4, MICHIGAN 
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ly preferred over cathodic cleaning in 
numerous plants and shops. 

In electrocleaning, proper equip- 
ment properly installed plays a large 
part in securing successful results. 
Wherever possible, a suitable tank in- 
stallation should be equipped with a 
generator of its own—one that is sep- 
arate from that used for the plating 
baths, It should be a set of 6 to 12 
volts and have the amperage neces- 
sary to provide from 20 to 50 amperes 
per square foot of work to be cleaned 
at one time.. Also, a double throw- 
switch should be installed in order to 
permit the work to be degreased both 
anodically and cathodically where this 
is desirable. 


Cathodic Cleaning 


For direct current cleaning, the tank 
is filled with a solution of the recom- 
mended alkali, 6 to 8 ounces to each 
gallon of water. Parts are immersed in 
this solution from 1 to 3 minutes. 
Cleaning is then followed with the cus- 
tomary rinse. 


Anodic Degreasing 


With reverse current degreasing, 
the tank is charged with a compound 
developed expressly for this particular 
application, 8 to 10 ounces to each gal- 
lon of water. The temperature of the 
bath should range from 190 to 200 
deg. F., and the current density should 
be 40 amperes per square foot. 

From time to time, a combined ca- 


thodic cleaning-anodic degreasing 
routine is desired or required because 
of certain unusual individual condi- 
tions. Here, the usual procedure in 
many plating departments and shops 
consists of three steps, First, work is 
cleaned cathodically from 1 to 3 min- 
utes to remove the major portion of 
the foreign matter present, after 
which it is then degreased anodically 
for 4% minute or slightly longer to re- 
move any metallic substances or soap 
films which have deposited during the 
cathodic operation, The cycle is then 
completed by cathodic cleaning, if 
necessary, for 2 to 3 seconds to free 
the surface of the work from oxygen. 

Of all the factors involved in select- 
ing materials for  electrocleaning, 
foaming tendency is among the more 
important, and, for that reason, brief 


mention of it is made here. The vig- 


orous generation of gas tends to pro- 
duce foam or sudsing which, when too 
great, overflows from the tank, Ex- 
cess foam also is frequently a con- 
tributor to recontamination of work 
upon its removal from the cleaning 
tank, The foam, in addition, may har- 
bor explosive gas mixtures of oxygen 
(originating at the anode) and hydro- 
gen (developing at the cathode), which 
might be ignited by a spark from the 
work rod, causing an explosion of 
sufficient intensity to throw the solu- 
tion from the tank. 

To summarize, it should be mention- 
ed that even though electrocleaning 





Chemical Engineers to the Steel Industry 


Those Perfect Partners For Pickling 


NEP and SUMFOAM 


e TO SAVE ACID IN PICKLING e 
e TO PREVENT FUMES e 


THE WM. M. PARKIN CO. 


PITTSBURGH 6, PA. 
1102 HIGHLAND BUILDING 
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EQUIPMENT 


for the surface 
treatment of metals 





What is Your Cleaning Proklem? 
RANSOHOFF CAN SOLVE (T/ 


The RANSOHOFF bearing washer illustrated 
... installed in a large Eastern plant’... pro- 
vides flush, solvent wash, and compressed 
air blowoff. 







To insure thorough, careful cleaning, bear- 
ings are automatically rotated in the flush 
station, then spun in the high pressure wash 
and blowoff stations. 









WRITE FOR 
RANSOHOFF 
ENGINEERS 
TO CALL 
ON YOU. 


Bisa 
N. Kansohoff, Inc. 


1311 TOWNSHIP AVENUE CINCINNATI 16, OHIO 
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techniques are ordinarily utilized when 
the production of chemically-clean 
work is required, optimum results fre- 
quently dictate precleaning of work in 
soak tanks or washing machines, With 
the bulk of the foreign matter thus 
removed, the rate of contamination of 
the electrocleaning solution is sub- 
stantially lessened and its useful life 
accordingly prolonged, thus contribut- 
ing to lower unit cleaning cost. 


Mechanical Washing Machine Methods 


Where parts are precleaned in this 
manner, the solution tanks of the 
metal-washing machine are usually 
charged with an alkaline detergent at 
a strength of from ¥% to % ounce to 
each gallon of water. Any one of a 
number of suitable proprietary com- 
pounds, obtainable from various de- 
pendable sources of supply, may be 
used with complete satisfaction. But 
whatever particular material is se- 
lected, however, it should incorporate 





certain essential features to assure 
consistent cleaning efficiency and 
economy. 

Such a detergent should, first of all, 
provide rapid cleaning action needed 
for effective oil and grease removal 
even when the cleaning cycle is short. 
Then, too, it should retard foam for- 
mation and help keep sprays and solu- 
tion lines free of insoluble deposits 
that impair the operating efficiency 
of the machine, Free-rinsability, of 
course, is another ‘‘must.” 


Oxide, Scale and Rust Removal 


Acid dipping or pickling follows de- 
greasing when oxide, scale or rust for- 
mations are also present on the work. 
Due to differences in manufacturing 
practices, character and thickness of 
deposits encountered and other inci- 
dental factors, formulas and methods 
for performing this vital operation 
vary widely from one plant to another, 
Thus, it is virtually impossible to out- 


Motor Driven Buffing Lathes, 
Hoods, Blowers, Ducts, 
Blower Systems, Floor Lathes, 
Scratch Brush Units and 
practically everything for 
the Buffing Department. 
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Air Compressor Units, Bak 
ing Ovens, Spray Booths, 
Fans, Transformers, Regula- 
Pressure Tanks, and 


tors, 
practically everything for 
the Spray Department. 


Motor Generator Sets, Plat 
ing Rheostats, Tanks for all 
purposes, Plating Barrels, 
Agitators, and practically 
everything for the Plating 
Department 
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10 DAYS TO 10 HOURS! 
At this plant, boiler descaling was 
reviously done by mechanical tur- 
ining, involving shutdowns of ten 
days or more while the unit was 
being dismantled. A new method— 
built around our own Pennsalt 
PM.-90 Descaling Compound—com- 
pleted the entire job in less than 
ten hours! Descaling was more 
thorough than ever... in fact, 
Pennsalt PM-90 cleaned out pockets 
probably never cleaned before! 








PND FOR DETAILED REPORT 
ON THIS CASE! 


If you are interested in technical 
facts on this case, write to address 
below for Case Report No. 65-1, 
which contains complete details. 
And if you have a problem in metal 
cleaning, plating, enamelling or cor- 
rosion-proof construction, call in 
one of our representatives and let 
him add our experience to your own. 


(PENN(@/ SALT / 


CHEMICALS 
97 Years of Service toIndustry 








PENNSYLVANIA SALT MANUFACTURING COMPANY 
Special Chemicals Givision, 1000 Widener Building, Philadelphia 7, Pa. 
NEW YORK e CHICAGO e ST.LOUIS e PITTSBURGH © CINCINNATI © WYANDOTTE e TACOMA 
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line a standard procedure which will 
meet all acid-cleaning requirements 
satisfactorily. 

Two of the most commonly used 
pickling acids, each employed alone 
either as a single acid dip or with each 
other consecutively as a two-bath 
treatment, are sulphuric acid and mu- 
riatic acid, Sulphuric is generally used 
at a concentration of from 5 to 20 per 
cent by volume, depending upon the 
type and amount of scale to be re- 
moved, production rate and tank ca- 
pacity. The temperature of the solu- 
tion ranges from 120 to 190 deg. F. 
Muriatic acid is generally employed at 
room temperature at a concentration 
of from 10 to 50 per cent, this also de- 
pending on the same general condi- 
tions previously noted. 

In pickling iron and steel, addition 
of a suitable inhibitor to the particu- 
lar acid used has become virtually 
standard practice throughout industry 
to reduce or control attack on base 








LUSTREBRIGHT 


Bright Nickel Process 
Produces Brilliant Adherent Nickel Deposits. 
Ideal Base for Chromium. 

No color buffing © No re-cleaning * No 
re-racking © No special solutions. Merely 
add to cold nickei solution, still or mechan- 
ical © No extra equipment. 
Guaranteed nof to harm 
Nickel Solutions 
Illustration shows unbuffed deposits before 
and after Lustrebright. 

Write for complete information. 


W. C. BRATE COMPANY 


Established 1860 
16 MARKET ST. ALBANY, N. Y. 
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metal without appreciably reducing or 
retarding the descaling or derusting 
rate of the acid, Such an agent con- 
serves acid, minimizes pitting of the 
metal or eliminates overpickling, and 
reduces the severity of hydrogen em- 
brittlement and acid fumes, 

Typical of the more well-known 
“pickle controls” is one particular in- 
hibiting agent which has been put to 
wide usage to improve pickling prac- 
tices in plants and shops of all de- 
scriptions, Exacting tests and exten- 
sive operating experience have conclu- 
sively proved it promotes economy of 
acid by preventing pickle baths from 
becoming needlessly weak and con- 
taminated with iron salts and con- 
serves metal by restricting weight loss 
of sound metal, 

With an effective inhibitor of this 
type, less fumes are given off by acid 
tanks, A significant reduction in hy- 
drogen embrittlement and blistering 
results as well. To assure economy in 
the application of this particular 
pickle control, the manufacturer sup- 
plies its users with a set of scientific- 
ally prepared charts and diagrams 
which accurately show the exact 
amount of inhibitor required for the 
degree of protection desired. 

Occasionally, various unusual or 
special oxide, scale and rust conditions 
develop or crop up where the regular- 
ly-used acid dips and pickling solutions 
fail to provide the required results. 
Some plants in such instances have 
found the use of a specialized acid- 
detergent highly advantageous, Al- 
though not recommended for replac- 
ing those acid baths used in volume 
production practice, it successfully 
dissolves and disintegrates a great 
many types of scale, rust and oxide 
films which resist removal by com- 
mercial raw acids, accomplishing this 
with less action on iron and steel than 
many other materials. This agent, 
furthermore, induces very little hydro- 
gen embrittlement; in some cases, 
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8 One of the many controlled textures avail- 
t able to users of versatile Wrinkle coatings. 

PINE TREE WRINKLE patterns . . . small, 
r medium or large—in your choice of color or color 


combinations . . . will help sell YOUR products. Add to 


this sales appeal the unmatched economy of Wrinkle 


3 
application and you have two of the reasons why thousands Wuclé 


of manufacterers standardize on Wrinkle protective and 






for our bi-monthly publico- 
ion “New Wrinkles in Fin- 
ishing.” It's free; it illustrates 
a variety of interesting Wrin- 
kle applications; and it lists 
the nearly 200 licensed sup- 
pliers of Wrinkle coatings 


decorative industrial finishes. Pine Tree texture is especially 


adapted for caskets, larger cabinets, machine tools, etc. 


OFFICE AND RESEARCH LABORATORIES 


New Wrinkle, Inc., 1765 Springfield St, Dayton 3, Ohio 





WRINKLE—the one-coat finish for metal sheets, 
ANY INDUSTRIAL FINISH MANUFACTURER WHO castiogs, weldaiénte, R conceals delete. 


MAINTAINS OUR STANDARDS MAY SECURE A FLEXIBLE WRINKLE for coating fabrics, : 
WRINKLE LICENSE. : paper-board, plastics and artificial leathers. 
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there is said to be none at all. 
Neutralizing 


Parts should be neutralized follow- 
ing descaling, derusting or deoxidizing 
by any type of acid treatment to off- 
set the effects of any residual acid in 
the pores of the metal. Where the sur- 
face preparation cycle is relatively 
simple and the volume of output com- 
paratively small, the alkaline clean- 
ing tank may also be used as a neutra- 
lizing bath, 

However, in the interest of high- 
speed, straight-line production, a sep- 
arate neutralizing tank generally 
proves more practical. A number of 
suitable alkaline materials are readily 
adaptable for neutralizing operations; 
they are extremely free-rinsing, a fac- 
tor of considerable importance in the 
preparation of iron and steel for bright 
zinc plating. 

Technical Engineering 
Advisory Service Available 


Generally speaking, no two surface 
preparation problems are_ exactly 
_ alike, While the procedures described 





for preparing ferrous metals for bright 
zinc plating have provided satisfactory 
in multiple practical plant operations, 
they may not prove entirely suitable 
under different conditions, and, there- 
fore, must often be modified to vary- 
ing degree. That is why so many plat- 
ing superintendents and _ foremen, 
when confronted with a metal surface 
preparation problem that appears in- 
capable of solution by ordinary meth- 
ods, find it sound policy to consult a 
technical service representative of an 
aggressive, alert cleaning materials 
manufacturer, For invariably they 
have discovered through past exper- 
ience in helping others untangle their 
production cleaning snarls, he is able 
to offer ideas and suggestions that 
often lead to the increased degreasing 
efficiency and economy desired. 





Monarch Brand Sandblast Hose for use 
in sandblasting foundry flasks, castings, 
and other metal surfaced pieces, as well 
as in cleaning stone and brick, is the 
subject of a four-page folder now being 
distributed free by Hewitt Rubber, 240 
Kensington Ave., Buffalo 5, New York. 




















58 PRODUCTS FINISHING 


TH E , accompanying 
illustration shows 
an infra-red paint 
drying booth where 
stoker-fired furnaces 
are dried at the Salt 
Lake City, Utah plant 
of Rheem Manufactur- 
ing Company. 


(Photo courtesy 


Rheem Manufacturing 
Co., New York 22, 
N. Y.) 
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Part 5—The Tubbing Machine 
By H. LEROY BEAVER 


Barrel Finishing Consultant 
Lansdale, Pennsylvania 


URING the entire period cov- 
ered by the publication of the 
initial series of discussions on 
barrels and barrel finishing 

procedure and since the start of the 
current series, we have had a large 
number of requests for information re- 
garding a device quite generaly spoken 
of as a “tubbing machine.” The ques- 
tions asked are: By whom was it orig- 
niated and when; what was its pri- 
mary purpose; what kind of parts was 
it designed to finish, is the tubbing 
machine type superior or inferior to 
what we might term the “fully con- 
tained’”’ type? 

In order that we may undertake an 
answer to all of the above questions 
and many more of like import, we will 
have to ask you to go with us on a 
little journey from wherever you may 
be at the time of reading to Provi- 
dence, R. I. The time of this little 
journey was in the Fall of the year 
1918, a matter of about twenty-eight 
years ago, our objective being to visit 
the office of Everett A. Barton, a 
manufacturing jeweler of that city, 
and along with this, shall we say, side- 
trip to Attleboro, Mass., for a brief 
visit with Harvey Barton, a brother 
of Everett A. Barton and co-origina- 
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tor of what is now pretty generally 
termed in the manufacturing field as 
a tubbing machine. 

Our reason for being there was due 
to the fact that we had been com- 
missioned to conduct what we were 
instructed should be, in all respects, the 
most exhaustive investigation and ex- 
amination of the origin and operation 
of every conceivable type of revolving 
barrel mechanism used in any way in 
the production of, or finishing of, any 
metal part or parts whether solid or 
plated that could be found. We were 
to trace, if possible, back to the in- 
ventor originator, to effect, if possible, 
personal contact with him and to learn 
directly from him as much informa- 
tion as possible respecting his concep- 
tion of his particular device, whether 
it had been made the basis for the 
formation of a business which had to 
do with the manufacture and sale of 
such device, and to what extent it had 
been accepted by the manufacturing 
field. Now, to anyone even reason- 
ably familiar with patents and patent 
procedure, it will be quite apparent 
that our quest was in truth and in 
fact an investigation to determine a 
matter of alleged prior use, this being 
a most important factor in patent liti- 
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gation. This assignment took us to 
many places for interviews with many 
people and the background thus form- 
ed has been of inestimatable benefit in 
all of our subsequent efforts in barrel 
finishing research. From time to time 
we will try to take you with us on other 
little journeys to other inventors of 
several types of barrels so that you 
too may have the same background 
from which to base your own conclu- 
sions, 

Everett A. Barton lived in Provi- 
dence for many years, was completely 
familiar with the business of the 
manufacture of jewelry, and had con- 
vinced himself that there must be 
some better and more economical 
methods of finishing than to require 
that each work piece be individually 
handled. He told us of a visit one 
day to a local steam laundry and of 
observing the operation of a laundry 
wash wheel which was a perforated 
drum revolving within an outer case 





* 


that held a soap solution. Before him 
was a device which, if duplicated in a 
miniature way, might be adapted to 
the finishing of small jewelry parts 
by the frictional resistance of one part 
against another. Or, as he put it, if 
enough parts were put into a small 
drum with the same soapy water that 
the laundry used, the soap water would 
act as a washing or cleaning medium 
and the parts rubbing against each 
other would become polished. And 
here you will note that in his initial 
conception he had no thought of the 
soapy water acting as a lubricant 
which is after all its most important 
function in barrel finishing, but only 
that the soapy water would act as a 
cleanser of jewelry in the same way 
that it acted as a cleanser of family 
washables in the laundry which he 
patronized. 

Now Everett Barton was not the 
kind of man who, once getting an idea 
like this, could dismiss it from his 





108-kw INFRA-RED sys- 
tem installed at Embury 
Manufacturing Company, 
Warsaw, N. Y., for paint- 
ing and baking lanterns, 
highway flares, and steel 
chests. System includes 
electrostatic spray, ‘“Sim- 
plex” trolley conveyor and 
infra-red oven. 





As a pioneer of INFRA-RED, Swenson Engineering offers you 
complete production systems, Write us today. 


INFRA-RED OVENS — CONVEYORS — DIP TANKS — SPRAY BOOTHS 


SWENSON ENGINEERING & MANUFACTURING, INC. 


12646 WESTWOOD AVENUE DETROIT 23, MICH. 


Buffalo ° Cleveland °* Houston ° Rochester 


Chicago ° 
Trenton, N. J. ° Jersey City ° Indianapolis 


Louisville ¢* 
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mind, so he proceeded to do something 
about it. He first constructed a rec- 
tangular box or trough large enough 
to easily accommodate a small keg 
which he explained was roughly nine 
inches in diameter and fourteen inches 
long. Before installing shafts on 
either end of the keg, he loosened the 
hoops on one end, removing the wood 
end, and then, not satisfied with the 
smooth interior, he proceeded to go 
even the laundry one step better and 
incorporate into his initial barrel 
something of the properties of the 
family washboard He secured strips 
of one-half inch half-round white pine 
wood which he spaced at regular in- 
tervals longitudinally on the inner 
surfaces of the keg. He then replaced 
the end, but, again coming back to the 
laundry wash wheel, proceeded to bore 
holes at regular intervals and on lines 
that did not interfere with the longi- 
tudinal strips. These holes were for 
the purpose of providing means of in- 
gress and egress of the soapy water 
solution in the tub or trough precisely 
as he had observed it in the laundry, 
but he insisted that the strips were for 
the purpose of causing the parts in the 
barrel to obtain a more thorough stir- 
ring up than they otherwise might re- 
ceive. As to the quantity of water in 
the tub, he estimated that to be from 
eight to ten gallons but had never 
made an actual measurement of the 
amount. One end of the shaft had a 
tight and loose pulley and he said the 


speed averaged between 45 and 50 
revolutions per minute. 

In 1901 and throughout 1902 when 
this barrel was built, Everett and his 
brother Harvey manufactured several 
of these barrels which became the sub. 
ject of U. S. Patent No. 713379. In 
1903, Everett engaged in the manu- 
facturing jewelry business in Provi- 
dence. He said that in his initial op- 
erations he had no steel balls and thus 
used a mixture of jewelry and small 
German silver punchings, He recalled 
that it was in January or February 
of 1903 that he obtained his first steel 
balls and then due to an insufficient 
quantity of balls, he added punchings 
so that the load of burnishing material 
just about filled the k:eg one-quarter 
full. (Please keep in mind the year 
1901 for it marks the advent of an- 
other type of barrel which we will dis- 
cuss with you in a later paper.) 

After some experimental use, he 
found that the cylindrical keg with its 
washboard corrugations was not en- 
tirely satisfactory, so his next devel- 
opment was an eight-sided cylinder of 
the same dimensions as the previous 
keg. This, he operated for a few 
months and then redesigned it by 
placing in it a dividing partition wall 
so that he could “work on two orders 
at the same time.” However, this 
idea proved to be most unsatisfactory 
for his work and was also discarded. 

His fourth type of barrel followed 
the one from which he had discarded 





New and Improved SOLVENT DEGREASER 








® Only the Mabor Degreaser fea- 
tures the liquid jacket heating sys- 
tem. Equipment is engineered for 
minimum attention, saving time, 
solvents, stepping up production. 
May be heated by steam, gas or 
electricity. Built in many standard 


MABOR C0. ° 


sizes for vapor, vapor spray, liquid 
vapor and liquid liquid vapor. 
With or without conveyor. Write 
for detailed descriptive data on 
this great new line of economical 
to buy and use degreasers. 


Box 77, Route 3, Rahway, N. J. 
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For converting standard Polishing 
Lathes into high production abrasive 
belt grinder-polisher units. Lifetime 
machine tool construction. 


HAMMOND “VRO” Variable 
Speed (1500 to 3000 RPM) 
Polishing and Buffing Lathe 
with two No. 3 Backstands. 


Model No. 3 shown — other 
types available. Write for 
Backstand bulletins. 





1622 DOUGLAS AVENUE * KALAMAZOO, MICHIGAN 
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the center division that had been 
found unsatisfactory. On his fourth 
type, he constructed a reel that was a 
slatted device in which a removable 
cylinder could be locked in position. 
This first reel held two eight-sided 
small cylinders that were operated in 
the tank in the same way and at the 
same speed as the previous barrels. 
This two-cylinder job was produced, 
as he recalled it, early in 1904, and the 
cylinders were each eight by ten inches 
in size. In the first of these barrels, he 
eliminated the corrugations, but on a 
later model he revived the corrugated 
interior idea, only now instead of run- 
ning the corrugations longitudinally, 
they were installed in alternate sides 
of the barrel, running at an angle of 
45 degrees with the length of the side. 
Thus, for instance, one side would have 
the corrugations at an angle of 45 de- 
grees running to the right, the next 
side would be plain and without cor- 
rugations, and the next side would 





No. 351 New Howard Side Loading, 
Two Compartment Tumbling Mill for 


With exclusive media separating 
feature. 
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HOWARD has the LAST WORD.. 


production tumbling and deburring 4 
of fragile parts without nicking! | 


have corrugations at 45 degrees to its 
length but running to the left, and go 
on, 

This was followed by a fifth type 
which was similar to the fourth or 
two-cylinder type except that three 
cylinders were used instead of two, 
and these also contained the corruga- 
tions as just explained. The inside 
of the three-compartment barrel meas- 
ured seven inches in diameter by five 
inches in length. In both the two and 
three-cylinder machines, the opening 
consisted of one side or panel, and, 
in the three-cylinder machine, this 
opening was about three and three- 
quarters by five and one-half inches in 
size, 

We asked him something about the 
nature of the parts he regularly fin- 
ished and he said that they principally 
consisted of chains and chain findings, 
swivels, rings, harness ornaments, 
buckles, brooches, scarf pins, and 
beauty pins. If chain was to be pol- 



















When it’s production deburring 
and tumbling. 


No matter how tough your jobs are— 
Howard Equipment can do the work. 
This new Mill, for example, does produc- 
tion deburring of fragile parts WITHOUT 
NICKING! They said it couldn’t be done 
—but HOWARD DOES IT. Send sample 
parts for free processing and analysis. 


Write for New 48-Page Catalog 


MACHINERY FOR PICKLING © TUMBLING ¢ 
DEBURRING @© WASHING © QUENCHING ¢ 


DRYING © BURNISHING 


W4\. HOWARD ENGINEERING 
& MANUFACTURING CO. 


2237 BUCK STREET 





CINCINNATI 14, OHIO 
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Hew, modern plating 
plonts will be your hard- i 
ait competition when it's 


ove. 
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The contribution of the plating industry to the war 
effort will never be completely told. Production 
was doubled and trebled overnight—without time 
to engineer the job for efficiency, and with many 
needed accessories not available. 


When it is over, only the more efficient plating 
plants will survive. Faster plating, more automatic, 
more exacting tolerances and lower costs will be 


demanded—and obtained. 


These strong statements are based on what we 
know has been done with Sarco in the past few 


Sarco TR 21 Control 
on hot water 
storage tank 
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7 Sarco No. 87 Control 
on caustic 
tank 


Did you E-X-P-A-N-D 00 fast? 


years. From hof water storage tanks to simple wash 
tanks, and exacting chrome plating to anodyzing, 
there is a Sarco temperature control that is inex- 
pensive, easy to install and simple to adjust and 


operate. 


You can speed up production, eliminate rejects and 
reduce fuel costs by the addition of Sarco equip- 
ment to your present installation. The Sarco rep- 
resentative will study your plant — make recom- 
mendations—save you time and money without 


obligation. 


Sarco Electric Control 


on chromium plating 
tank 
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ished, a hank or skein of about 30 to 
40 yards was operated on at one time, 
but if links, then about two quarts in 
bulk was an average load. 

You will remember that in Mr. Bar- 
ton’s original keg, he stated that the 
keg was operated about one-fourth full 
of either balls or punchings or a mix- 
ture of these parts, and so we asked 
him whether this same ratio was fol- 
lowed in his later designs. He said 
quite the contrary for that since he 
could get balls these later styles were 
always operated at from one-half to 
two-thirds full of balls and punchings 
and then only sufficient parts to be 

.finished were added to make a com- 
plete load. 

Right here an interesting thing hap- 
pened for we went out into the factory 
to examine his then currently operat- 
ing barrel in which wedding rings for 
the 5 and 10 cent store trade were 
being polished. The loads from two 
cylinders were emptied out on the sep- 





Are you rumbling around for a way 
to polish metals? Why not check 
Lupomatic’s method. 





For efficiency in finishing metal 
parts, install a DEBURRMASTER. 

Save time, money and produce 
assured results. 


LUPOMATIC TUMBLING MACHINE CO., INC. 


4310 BULLARD AVE. BRONX, N. Y. 
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arating screen which he had mounted 
over a sink and which, of course was 
of conventional type. As each was 
emptied, the burnishing material went 
through the screen while the rings 
were retained on the screen. The 
quantities seemed very small and go 
we asked him to check on this. In 
so doing we found that in one cylinder 
the depth of material was exactly two 
inches and in the other just two and 
one-fourth inches. In other words, 
here ‘was the actual inventor of the 
barrel itself doing just exactly what 
many present-day operators are 
doing and that is, running this type 
of barrel with a completely inadequate 
load to assure anything that would 
even approximate a satisfactory fin- 
ish, 

Like most other operators of not 
only this type but all types of barrels, 
they start blythely on their way with 
a full load and then in one way or an- 
other manage to lose materials from 
time to time and even when loads drop 
to one-half of normal apparently give 
no considerable thought to bringing 
their barrels back to proper load by 
the addition of more burnishing mate- 
rial. They do, however, manage to do 
a quite considerable job of wondering 
just why they cannot obtain the same 
character of finishes that they former- 
ly obtained. ; 


We asked Mr. Barton whether he - 


followed the same procedure in the 
operation of this cylinder revolving 
within the tub of soapy water as was 
used in the operation of the wash 
wheel he had seen in the laundry and 
which gave him his initial inspiration 
for the development of his metal fin- 
ishing barrel. He said no, that to do 
this would require too much time in 
emptying and refilling the tub or 
trough and that it would be too expen- 
sive with relation to the quantity of 
soap used. He said that sometimes 
he changed the soapy water twice a 
week and sometimes only once, a sys- 
tem that we pretty strongly suspect is 
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a better baked finish 


gor WASHER BASES 


GET BETTER 













CHARACTERISTICS: 

High resistance to soap, alkali and moisture 
... perfect matching of color with Porcelain 
enamel tubs . . . complete color stability .. . 
long wearing qualities (is chip-proof and 
practically impervious to scratches) . . . 
easily kept clean and sanitary ... maximum 
protection against rust. 


APPLICATION: 
Only one coat is needed. Finish is sprayed on. 


BAKING TIME: 
20 minutes at 300° F....7 minutes with infrared. (Optional schedules are 
available.) 













All Vedoc finishes are developed for a specific use, 
then slightly varied to best fit each customer’s pro- 
duction setup. Write today for more information 
about these ““better finishes”. Also ask for your copy 
of the new booklet, A Review of Product Finishing 
with Organic Coatings. 











largely followed by the disciples of the 
Barton type barrel to this day. 

It is not a matter of record that Mr. 
Barton ever constructed or used a bar- 
rel of the oscillating type but confined 
himself to only the regulation hori- 
zontal type of barrel, and it will be 
noted, too, that irrespective of the 
shape or form of any of the five types 
he used, they were all operated at the 
same speed (45 to 50 r.p.m.), general- 
ly with adequate loads. Small barrels 
operated at high speeds could produce 
finishes only by the action of impinge- 
ment rather than by continuously sus- 
tained pressure within the burnishing 

.mass itself, 

It is quite apparent that neither 
Everett Barton nor his brother Harvey 
ever gave thought to such a thing as 
the porosity of a plated surface or the 
factor of pressure to close the pores 
of a, plated surface in order to prevent 
corrosion of the base material or of 
the cold working of a plated surface 


i takes 


Mol 


equipment 
to SPEED UP your elec- 
troplating 





Speed is an important factor with 
electroplating—for it can easily de- 
termine your profit. MGC plating equip- 
ment will complete your plating jobs 
faster, better, and at lower cost. Com- 
pact single-unit construction; ball bear- 
ings; special windings guarantee longer 
trouble-free service. There’s a size and 
model for every plating requirement — 
experimental to heavy-duty plating. 






to harden it for resistance to wear. 
All that they sought, and indeed aj) 
that they achieved, was a superficia] 
polished surface, and it is suggested 
that, in fact, this is the only kind 
of a surface possible to obtain by the 
use of light loads and by the use of 
barrel speeds wherein both the parts 
to be finished as well as the burnish- 
ing materials are thrown about in all 
directions, the parts being sometimes 
within and sometimes without the 
burnishing mass. And as to the os- 
cillating type, it must have been at 
just about this time that the first of 
the Edmunds Barrels were brought 
to this country from England. These 
were all of the oscillating type and the 
probabilities are that someone subse- 
quent to Mr. Barton simply copied the 
oscillating motion of the Edmunds 
Barrell and adapted it to the Barton 
Barrel. 

It will be noted that we speak of 
these so-called tubbing machines only 






































MGC Buffers and Grinders are espe- 
cially designed for all plating work and 
will operate with utmost efficiency and 
economy. Write today for further de- 
tails on MGC plating equipment. 


MOTOR GENERATOR CORP., Box PF. 17 Troy, 0. 
(Division of Hobart Brothers) 


MGC “One of the World’s Largest Builders of Electric Generators” 
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CHEMICALS 


PROCESSES 
RUST PROOFING 


Granodine 

Duridine 

Alodine 

Lithoform 
Thermoil-Gronodine 


RUST REMOVING AND 
PREVENTING 
Deoxidine 
Peroline 
INHIBITORS 
Rodine 
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... AND STILL FOREMOST 


The American Chemical Paint Company 
has'made many contributions to industry 
through its pioneering research in metal 


protection and preservation. First in the 


field of metal working chemicals since 
1914, ACP has blazed the trail for more 
than thirty years with an impressive list 
of FIRSTS. 











FIRST to introduce an efficient rust-remover to the 
metal working industry. DEOXIDINE*, the FIRST 
phosphoric acid metal cleaner and rust-remover, 
is now a standard product. 


FIRST to produce an effective inhibitor—RODINE*— 
for scientific control of pickling acids. 


FIRST to develop a low-temperature phosphate- 
coating process—Cold Spray GRANODINE*. 


AND NOW 


FIRST to make simplified and effective aluminum 
rust-proofing available to industry. Aluminum 
treated with ALODINE* is highly corrosion- 
resistant and excellently conditioned for 


bonding paint. 


* Trade Mark Reg. U.S Pat. Off. 


PAINT ¢O. 
ENNA. 
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as the Barton type, a name by which 
they are seldom if ever referred to, but 
this is only in accord with our estab- 
lished practice of assigning credit for 
the particular type of barrel to the 
actual originator of that type. How- 
ever, from all that our investigation 
disclosed, it is apparent that back in 
the early nineteen hundreds, the Bar- 
ton was the only barrel of this type 
available, and since that time, several 
manufacturers have adapted and 
manufactured this type of barrel. 
The barrel was designed for the fin- 
ishing of jewelry, principally of what 
we now term the costume type, and it 
has largely been confined to that 


Edmonts for Economy 


Tough, synthetic rubber coating on 

palm and thumb tightly bonded to 

fabric. Outwears plain or combination 

gloves on abrasive and cutting action 

jobs. Water, oils, acids and caustics 

will not penetrate the rubber coating. 
Resists rip and 
fear for longer 
wear, 


Economical and 
comfortable hand 
protection—Palm- 
Coated style 
No. 91. 


509 ORANGE ST. . . COSHOCTON, OHIO 
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special field down through the years, . 
and whether wisely or unwisely we 
perhaps should not presume to say, 
There is still considerable to say on 
the question of the operation of the 
tubbing machines which space will 
not allow in this issue, hence a con- 
tinuation of this discussion will be 
published in the February issue. 





Permacel Paper Tape Price Lists. The 
Industrial Tape Corp., New Brunswick, 
N. J., now has available free a series of 
price and discount schedules relative to 
its various Permacel paper tapes, includ- 
ing masking, drafting, photographic 
black, double-face paper, and whitework 
masking tape. 





“An Aspirin for Your Deburring and 
Finishing Headaches” is the title of a 
four-page circular issued by Almco Inc., 
233 E. Clark St., Albert Lea, Minn., 
illustrating and describing Almco de- 
burring equipment for the precision de- 
burring and finishing of stampings, 
castings, and machined parts on a mass- 
production basis. Copy free upon request. 





D’Oiler Degreasers. An _ eight-page 
bulletin published by the Mechanica! 
Process Co., P. O. Box 88, South Orange, 


N. J., illustrates and describes D’Oiler — 


Degreasers for the efficient cleaning of 
metal parts and pieces, including labora- 
tory, two-dip, three-dip, vapor spray, bar- 
rel type, automatic and semi-automatic, 
and special large degreasers for an un- 
usually wide variety of degreasing appli- 
cations. Copy free upon request. 





“The Principle of the Bias Buff” is the 
title of a 12-page folder published by The 


Bias Buff and Wheel Co., 3464 Hudson , 


Blvd., Jersey City 7, N. J. The folder 
fully illustrates and describes the con- 
struction of the Bias Buff which is made 
from cloth cut and formed so as not to 
ravel out or waste cloth and polishing 
compound. The various types in which 
the buff is offered are also shown and 
described and a table of lathe speeds 
recommended for Bias Buffs is included, 
together with other helpful data relative 
to the use of such buffs. Copy of folder 
free upon request. 
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FUNCTIONAL USES 


Used in the auto, airplane, radio, 
electrical, phonograph, ceramics, fur- 
_ niture and many other industries for | 
. surfacing all sorts of materials to: — 
provide — 
SOUND DEADENING 
TEMPERATURE INSULATION 
INTEGRAL GASKETS 
SHOCK ABSORBING SURFACE 
NON-MAR SURFACE 
NON-GLARE SURFACE 


DECORATIVE USES 


_ Applied in various lengths and colors * 
to wood, paper, cloth, metal, etc., the 
__ following effects are produced: — 

; SUEDE LEATHER ; 

FURNITURE UPHOLSTERY 

INTERIOR AND DRAPERY FABRICS | 
VELVET © VELOUR | 
MOHAIR © CARPET | 


Which can YOUR Product use? 


Applied to cloth, paper, glass, wood, metal, efc., as 
SUEDE . MOHAIR . CARPET . VELOUR . VELVET . FELT 


Iuvertigate Flock NOW! 


BOOK SHOWN BELOW CONTAINS ACTUAL 
SWATCHES AND A WEALTH OF DATA 


RAYON PROCESSING CO. inc.” 


65 Tremont St. e Central Falls e@ Rhode Island 
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Classification of Nickel Plating Processes 


ECORATIVE nickel plating, followed by 
D chromium, to produce a gleaming, 

bright, tarnish-resistant surface is cer- 

tainly one phase of metal finishing 
which the production man will become more 
and more concerned with as time goes on. The 
future is expected to bring decided progress 
and expansion in bright nickel plating and in 
the use of heavier coatings for corrosion protec- 
tion. During the past few years, there has been 
a decided trend toward high speed plating. 
Copper (undercoat for nickel) and nickel 
baths, especially those of the bright plating 
variety, have been improved and new ones have 
been developed to the point that the production 
minded plater can at least double or triple the 
current densitites previously employed. ‘The 
following discussion presents a classification of 
the various types of nickel plating processes 
with working bath formulas based on a “Sym- 
posium on Nickel Plating’ held at the 1946 
Annual Educational Session of the Chicago 
Branch of the American Electroplaters’ So- 
ciety. 

In discussing Cold Nickel Plating and Soft 
Deposits, Vincent Mattacotti of the Milwaukee 
Plating Company pointed out that the use of 
this type of solution has declined progressively 
with the introduction of other types of solu- 
tions. Prior to the war, cold nickel solutions 
were used to some extent on items such as 
jewelry and picture frames—items that did not 
require much in the way of thickness of deposit. 
Cold bright solutions containing gum traga- 





By DR. ALLEN G. GRAY 


A Monthly Digest 
on Current Techni- 
cal Progress Indi- 


cating Si 
Trends and Devel- 





opments in the Fine - 
ishing Industry < 
































canths were used, for example, for 
flash plating brass articles prior to 
silver or gold plating. Cold solutions 
were also operated in barrels for the 
plating of parts which were subse- 
quently to be ball burnished. Where 
a bright deposit had to be produced in 
the barrel, the introduction into the 
solution of a brightener such as cad- 
mium, gum arabic, or gum tragacanth 
would suffice. These bright deposits 
required no burnishing. However, in 
comparison with present-day stand- 
ards, their thickness was of a low or- 
der, they were brittle, and it was quite 
difficult to chromium plate over them. 

Among the cold nickel plating solu- 
tions is the so-called die-cast or high 
sulfate bath, of the Thompson type, 
consisting of 9 oz./gal. nickel sulfate, 
2/3 oz./gal, ammonium chloride, 2 








oz./gal. boric acid, and 20 to 30 oz./gal. 
sodium sulfate decahydrate. Cold 
nickel solutions are ordinarily oper- 
ated at temperatures ranging from 60 
to 90 deg. F., a pH of 5.2 to 6.0, colori- 
metric, and current densities not ex- 
ceeding 20 amp./sq. ft. and, in gen- 
eral, more nearly 3 to 5 amp./sq, ft. 
Another cold nickel solution, the so- 
called double nickel salt bath, is made 
up to 14 oz./gal, nickel ammonium 
sulfate, 2 oz./gal. ammonium chloride, 
and 2 oz./gal. boric acid with an op- 
erating pH of about 5.8. This bath 
produces at low current densitites a 
very fine grained deposit which is eas- 
ily buffed. . 

According to W. M. Phillips of the 
General Motors Corporation, the Watts 
Type Nickel Bath proved a very use- 
ful contribution in the progress of 


Rubber-lined tank used for a large automatic bright nickel plating installation 
(Photo courtesy Hanson-Van Winkle-Munning Co., Matawan, N. J.) 
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nickel plating. Given below is the 
original formula for the Watts bath: 


gm./l. oz./gal. 
NiSO,.7H,O ________- 240 32 
mae .......... 20 3 
ee 20 3 


“One of the developments discussed 
by Mr. Phillips was the use of low pH 
nickel baths having the same formula 
as given above. A chart herewith, 
based on data obtained with plates of 
a thickness which is used a great deal 
in specification plating, namely 0.0005 
inch, shows that good physical char- 
acteristics can be obtained when the 
relation between temperature and cur- 
rent density is controlled in a properly 
constituted bath. Thus, if the acidity 
of the bath is controlled at 2.5, there 
is increased solubility of the nickel 
anodes, and more 
successful opera- 
tion of the bath 
in definite ranges 
of temperature 
and current den- 
sity is assured, 

The Organic 
Type Bright 
Nickel Bath was 


Chart showing the ef- 
fect of temperature, 
current density, and 
pH on the character- 
istics of 0.0005-inch 
thick nickel plates 
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Typical heat e: 
ers used in maintain. 
ing the temperature 
of modern bright 
nickel plating solu. 
tions 
(Photo courtesy Hei] 
Process jFauipment 
Corp., Cleveland, 
‘Ohio) 


termed by Ber. 
nard Martin of 
the McGean Chemical Company to 
be essentially a Watts bath plus suit- 
able organic addition agents plus an 
operator who will mind that certain 
requirements are met. The degree 
and type of brightness obtained de- 
tained depends upon the particular or- 
ganic brighteners employed. A wet- 
ting agent is usually added to elim- 
inate pitting. Hydrogen peroxide 
cannot be used in the organic bright 
nickel bath because of its adverse af- 
fect on the organic brighteners, 

The bright nickel baths operate over 
a comparatively wide range of condi- 
tions; pH values range from. as low 
as 2.0 up to 4.0, and sometime higher. 
The operating temperature is not crit- 
ical. In general, the cathode current 
density range is broad. The optimum 
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24K GOLD CONCENTRATE 
Liquid mtrate containing gold with conducting salts used for 
flashin oloring articles with a 24K finish. 


GOLD UNDERCOAT 

rate containing gold with other metals and suitable 
. Deposits are somewhat harder than fine gold and 
ercoat on brass, copper, silver and soft soldered 
nal finish. 


K GOLD 

te containing gold with other metals and suitable 
Deposits provide attractive, uniform pink color 
ge of operating conditions. 


OLD CYANIDE (50% AND 67.5%) 
ide salts are made from the highest quality chemi- 
Government Treasury gold. 


OTHER PRODUCTS 
In addition to the products mentioned here 
a complete line of gold concentrates that 
colors to meet individual needs. 


ROBINSON'S solutions and salts are bottle 
weights to meet individual needs. 










IN makes 
various 


izes and 


In comparing prices—remember ROBINSO 
troy ounce (31.103 grams )—-not avoirdupois 


d by the 


grams.) 


The certified gold content of all Robinson's 
products is plainly marked on every label. 


A. ROBINSON & SON 
131 Canal Street 
New York 2, N. Y. 


Please send information on 
ROBINSON’S ASSAYED 
Gold Plating Solution ( ) 
Potassium Gold Cyanide ( ) 


ee wee eee eee” 8828288082088 88885 
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Automatic nickel 


(Photo courtesy Hanson-Van Win 


value for operating conditions in a 
given bath will depend upon several 
factors, including the type of work 
being plated, agitation, rate of cathode 
movement, and rate of deposition. 
Once established, it is desirable that 
these values be maintained within nar- 
row limits. Every effort should be 
made to prevent the contamination of 
the bath with impurities, both organic 
and inorganic. It is essential that 
high purity nickel anodes be used, and 
the anodes bagged. to prevent anode 
sludge from getting in the bath. 

All constituents of the bright nickel 
bath will require replenishing from 
time to time. The best practice for 
the production plater to follow is to 
make frequent small additions of 
brighteners rather than occasional 
large ones. Brighteners are usually 
added on the basis of the amount of 
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lating installation 
iis Meusing Co., Matawan, N. J.) 


work put through the tank. In addi- 


tion, their concentrations are deter- © 


mined periodically by analyses. Addi- 
tions of anti-pitting agents are usually 
governed by the appearance of the 
deposit, 

In discussing Alloy Type Nickel 
Baths, M. B. Diggin of the Hanson- 
Van-Winkle Munning Company stated 
that cobalt-nickel deposits have been 
applied to almost every type of article 
on which nickel is plated. The objects 
plated vary in size from small watch 
parts to automobile bumper bars and 
tubular metal furniture, Among the 
plated products are, on the one hand, 
quality instruments such as micro- 
scopes, refractometers, and _ cysto- 
scopes and, on the other hand, low cost 
merchandise, including kitchen tools 
or utensils and miscellaneous hard- 
ware items such as wrenches, toys, 
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Maytag WRITES: 


"Our investigation... 
has revealed increases 
in corrosion resis— 
tance...as much as 
300% when compared to 
uncoated zinc and 
cadmium surfaces. 
IRIDITE was selected 
for this assignment 
due to its simplicity 
of maintenance and 
processing, and the 
uniformity of results 
obtained." 
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Simple Maintenance - Simple Processing - 
Uniform Results - Give IRIDITE the Edge! 


Here’s a fast, sure way to lick corrosion... boost 
sales appeal and profits . . . in products of zinc, 
cadmium, galvanizing! Simply immerse parts in 
an Iridite solution . . . manually or automatically 
.-.in single racks or in bulk... for 15 to 60 sec- 
onds...at normal shop temperatures. No special 
equipment needed. No slow-down of production 
lines. Iridited parts are dried in a few seconds. 


Use Iridite as a final protective finish...as 4 paint 
base for permanent adhesion . . . in combination 
with zinc plate to replace costlier materials. Iridite 
unites chemically with the metal ... won’t flake, chip 
or peel... won’t alter dimensions. Available in 
bronze, olive drab, black and transparent Iridite 
Bright. Send today for your Free Test Panel, half 
coated with Iridite, half unprotected. Test it in 
your lab. See the difference! Write to: Rheem 
Research Products, Inc., 506 Chemical Bldg., 
4004 Monument Street, Baltimore 5, Maryland. 





RHEEM RESEARCH PRODUCTS, INC. ~ 


_ 4004 E.Monument St.,Baitimore 5, Md. 
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bathroom accessories, and so on, The 
1 and 5 per cent cobalt-nickel alloy de- 
posits are used extensively on brass 
plumbing goods, insignia, name plates, 


electrical appliances, roller skates, 
and bicycle parts. 

Formulas for the most widely used 
nickel-cobalt process based on the 
Weisberg-Stoddard patent are given 
in Table I. Most commercial installa- 
tions operate within a current density 
range of from 40 to 60 amp./sq. ft., 
although, according to Diggin’s report, 





Type 9H Type 5 Type AA 














Constituents Concentration, oz/gal 
Nickel sulphate 32.0 32.0 32.0 
Nickel chloride 40 40 40 
Cobalt sulphate 0.35 06 20 
Boric acid 40 40 40 
Ammonium sulphate 0.10 0.10 0.10 
Formaldehyde 0.33 033 0.33 
Nickel formate 60 60 60 

pH electrometric® 
For maximum brightness 


and throwing power 3.7 3.7 3.7 
For semi-bright deposits 

of maximum softness 

and ductility 2.3 _ — 


*Colorimetric values about 0.5 units 
higher. 














Table I—Composition of cobalt-nickel baths 


the range may be from 7 to 100 amp./ 
sq. ft. The optimum bath tempera- 
ture is between 140-160 deg. F. Spe- 
cial nickel-cobalt anodes are used to 
maintain the solution. 

Based on recommendations of W. A. 
Wesley of the International Nickel 
Company in a discussion of the All 
Chloride Nickel Baths, there are types 
of work for which a bath containing 
no chlorides at all is the best, while 
other types of work make it advisable 
to employ an all-chloride bath. When 
freedom from nodules, high current 
densities and high throwing power are 
desired, the high chloride bath should 
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be chosen. It has been used commer. 
cially in plating deposits 0.006 to 
0.007 inch thick at 200 amp. sq. ft, It 
has also been reportedly used in a 
plant where steel furniture is plated in 
the daytime and salvage work done at 
night. There has been some use of 
the chloride baths in the deposition of 
heavy nickel deposits on plastics anq 
on aluminum. However, it was point- 
ed out by Wesley that where maxi- 
mum ductility or freedom from stress 
is necessary chlorides should be kept 
as low as possible, 

The simple all-chloride type bath 
is made up of 40 oz./gal. of nickel 
chloride and 4 oz./gal. of boric. acid, 
The chloride bath has about twice the 
conductivity of the Watts type bath. 
Typical operating conditions are a pH 
of 2, temperature of 130 deg. F., and a 
cathode current density of 50 amp./sq, 
ft. All types of nickel anodes are re- 
ported to corrode in the chloride type 
bath with 100 per cent efficiency, 

W. C. Pinner of the Houdaille-Her- 
shey Corporation in discussing the 
combination of sulfate-chloride com- 
position to produce High Speed Nickel 
Baths proposed a bath made up of 200 
gm./1. nickel sulfate, 175 gm./1, nickel 
chloride, and 40 gm./1. boric acid. An 
operating pH of 1.5 and a temperature 
of 115 deg. F. was given as optimum. 
Organic brighteners of the type cov- 
ered in the Brown Patent No. 2,191,813 
were found to produce a bright plate 
within the above composition ranges. 

One characteristic of this bath re- 
ported by Pinner, and which is of in- 
terest to the production metal finish- 
ing engineer, is that the high chloride 
concentration appears to suppress the 
formation of nodules in the plate. This 
is, of course, particularly advantage- 
ous in bright plating and appears to 
be characteristic of the high chloride, 
high speed bath, as distinguished from 
bright nickel solutions containing what 
is regarded as normal concentrations 
of chloride. The physical properties 
of the deposit appear to be equal to 
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\ Ped 7 @ In their thorough analysis of a 
‘\ip) A plant's individual dust control 
aN Wl : problems, Kirk & Blum Air Engi- 
\aez neers do in fact perform a profes- 
sional ‘‘diagnosis”’ . . . and their 
"~*~ — _ findings serve as the basis for 
planning, designing, and installing a complete 
system free from the ills that often result from a 
“hit-or-miss’’ installation. 


> 


In today’s keener competition, no industrial plant 
can safely close its eyes to the advantages of effi- 
cient dust control in providing clean, healthful air 
for workers, increasing production efficiency, 
lowering costs. 


Remember, you can always rely on Kirk & Blum for 
the most advanced techniques in this important 
field. For a new installation, or an improvement of 
existent equipment, let our specialized experience 
be your guide to satisfaction. For details, write to 
The Kirk & Blum Mfg. Co.,2816 Spring Grove Ave., 
Cincinnati 25, Ohio. 


Send for Booklets 


Dust Collecting Systems in Metal Industrial Ovens 


incwetries Cooling Systems for the Glass In. 
Fon Systems for Various Industries dustry 
Blower Systems for Woodworking Dota on Kirk & Blum Production 
Plonts Facilities. 


The KIRK & BLUM Wfg. Ce. 


AN ‘ORGANIZATION OF ENGINEERS and MECHANICS 
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ter used where 
clean, dry, return- 
able air is required. 
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for wet pro- 
cess air clean- 
ing, foundry 
shakeouts.etc. 


@ Centrifugal Sepa- 
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those obtained from any other organic 
type bright nickel solution. 
* * * 


Proper Attention to Primer Ap- 
plication Will Improve Quality 


of Finishes 

HE production man in the finish- 
ing room should keep in mind the 
fact that a primer film does not nec- 
essarily have to be a thick film but 
it should be a continuous one. In most 
cases, a dry film thickness of one- 
half to three-quarters of a mil (0.001 
in.) will suffice. Since the primer is 
the foundation of the entire finishing 
system, the method of application is 
important. Too many times the primer 
is applied carelessly, leaving parts of 
the surface untouched or scantily cov- 
ered because the operator thinks it 
will not be visible after the metal ob- 

ject has been completely coated. 
If the object in question is of an 
intricate shape, or if it has interior 


surfaces that are difficult to reach 
with a spray gun, it may be desirable 
to dip the primer, particularly if there 
is no chemical treatment of the meta] 
surface and corrosion resistance de. 
pends on the primer alone. Most ob- 
jects can be dipped provided they are 
not too large and do not contain de. 
pressions or pockets that will trap the 
paint. The dipped object should be 
hung so that the excess paint flows 
toward a given point or edge. A study 
of the contour of the part will gen- 
erally reveal a way to suspend it that 
will ensure the optimum flow. Once 
having been established, the direction 
of flow should not be changed, since 
sags will result if the film is caused 
to reflow ovcr itself after it is partly 
set up. 

The question is often asked, “Why 
is it necessary to use a primer?” The 
answer is that it is often impossible 
to build into a single coat all of the 
properties that are desired in a finish. 





‘*RECTROL’’ Continuously Variable 





No. 102 





Model 


to Order! 





SPECIFICATIONS 
Capacity Overall Size Ship. Wt. | cate output current (size 


#101 = =115V., 60 cye. 
#102 115V., 60 cyc. 
#103 -115V., 60 cyc. 


All models are continuously variable. 


25 amps. 10x14"x113,” 50 Ibs. | toread ‘o DC Volt. 
50 amps. 20%x14"x119," 75 Ibs. | age (size 344") ~ 
BVDC 150 amps. 28’x16"x13%” 150 Ibs. 


PLATING RECTIFIERS 


Efficient, Economical, D.C. Power Supply 


*TRECTROL” Plating Rectifiers offer you the following 
advantages: @ VARIABLE D.C. VOLTAGE—From zero 
to maximum available by rotating large knob located on 
front panel, and selected voltage is indicated on large 
(314”) D.C. Voltmeter. ¢ ECONOMICAL TO OPERATE 
—Conservatively rated. Standard parts of best quality used. 
e CONSTRUCTION FEATURES are of custom-built 
quality, and include the following:—(a) Convection 
cooled, conservatively rated selenium rectifier . . . (b) 
Powerstat — continuously 
variable voltage control 
from zero to maximum... 
Approx. (c) DC Ammeter to indi- 





314”) ... (d) Voltmeter 


Panel mounted fuse . 


Other Plating Rectifiers Made (f) On and Off switch eo 
(g) Pilot Lamp... (h) 








Rubber cord and Plug. 
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FOR LONG, 
LASTING 


STRENGTH 
ITS 


BUNATOL 


@ The elephant, known for its great strength, 
Koyato Mm Ih c-Mmolate Mm colle lam oLUi mm iatelaelelelal Amil->-d]o)(-) 
hide, typifies BUNATOL 785 plating rack 
insulation. 

Tame (-Xxolcehihi-m olCohilile Peet ILel.¢-1 Pam Glo) o) o\-1amol 
Chrome,—rack and fixture insulation must 
io] <- Wwe Mm (eo) Mo) Me] LUN MR iol Malol mel coll Mal -tel ey 
SinelileMMold{oMMolaloMMel| ol ME Xo)IOhifolarMmelile ME celtle la 
handling. 

BUNATOL 785 is a heavy-bodied, free 
dripping liquid insulant that stands this abuse 
longer because it’s tougher, yet more flexible. 
It can be applied (and patched when neces- 
sary) with less labor cost. 

Let the generous sample that awaits your 
request prove that BUNATOL 785 can give 
you more and better production, lower costs 
and fewer rejects. 


Eis 


BUNATOL: 785: 


‘Tt aa. 


NELSON J. QUINN CO., TOLEDO 7, OHIO 
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Primers are designed to give the maxi- 
mum of adhesion to the surfaces on 
which they are applied, to provide the 
maximum of corrosion resistance, and, 
in some cases, to seal or fill any pores 
or other imperfections in the surface 
of the metal. Most primers contain 
corrosion-inhibiting pigments, such as 
zinc chromate and red lead, which im- 
mediately limit the range of possible 
colors to those which will tolerate con- 
siderable quantities of the yellow, red, 
or orange shades of these pigments. 
Furthermore, in the interests of adhe- 





Aluminum die-cast typewriter frame which has 
been given a phosphate treatment prior to 
painting 
(Photo courtesy Parker Rust Proof Co., 
Detroit, Mich.) 


sion of the final film, it is desirable to 
have low pigmentation and high bind- 
er solids, a combination which is not 
conducive to one-coat hiding, particu- 
larly in the case of white, ivory, or 
pastel colors. Frequently, the vehi- 
cles that provide the best adhesion and 
corrosion resistance are not the best 
for color retention and production of 
lasting gloss, or they may be so dark 
in color and have such a high staining 
power that the colors obtained are 
muddy and unattractive. Thus, it can 
be seen that a one-coat finish must be 
a@ compromise between adhesion and 
corrosion resistance on one hand and 
decorative effects on the other. There 
are undoubtedly a great many cases 
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where such a compromise is entirely 
satisfactory. However, with a good 
primer properly applied next to the 
metal, the finisher is in position to use 
a wide choice of decorative top coats 
without adhesion and corrosion prob- 


lems, 
+ * * 


Treatment of Aluminum Sur- 
faces for Improved Paint 


Adherence 


HE phosphating of aluminum to 
promote paint adherence has 
come more in the foreground in the 
past few years. Untreated surfaces of 
aluminum and its alloys possess very 
little natural affinity for paint, lac- 
quer, or enamel coatings. Due to the 
reactivity of the metal, such finishes 
will not adhere permanently, and often 
after a comparatively short time will 
flake and blister. Many methods to 
improve the durability of paint films 
on aluminum surfaces have been tried. 
Treatment with alkalis and acids may 
etch the surface and provide initial ad- 
herence of the film, but paint is still 
being applied to an active surface, and 
the subsequent penetration of small 
quantities of moisture through the 
paint film to the metal may result 
in difficulties in retaining adherence. 
Although any attack on bare alum- 
inum surfaces as a result of weather- 
ing is usually small and self-stopping 
because of the natural formation of 
oxide films, nevertheless, this small 
attack may be sufficient to loosen 
paint if allowed to spread. Phosphate 
coatings are reported to effectively 
prevent this spread of corrosion from 
any scratched or abraded areas. At 
the same time, due to its non-conduct- 
ing nature, such coatings lessen or 
prevent spotty corrosion which tends 
to occur at isolated spots on the sur- 
face as a result of electrochemical 
action, 
Bonderizing produces a phosphate 
type of coating on aluminum by 4 
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Installed in Plant of Prominent Manufacturer in Pennsylvania. 
e e 
Metalwash Roto Table Cleaning Machine 


Washing - Rinsing - Blow-off 


© Only one operator required 
© Occupies little floor space 


© Various Cycles of Operation 


Simple ... Compact. . . Efficient 


METALWASH MACHINERY CO. 


149-155 Shaw Ave. e Irvington 11, N. J. 
WASHING, PICKLING AND DRYING EQUIPMENT 























Always Specify METALWASH 
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Phosphate treatment of aluminum (Benderizing) improves paint adhesion. (Left) Sheet alum. 
inum painted without Bonderizing and tested in salt spray for 1,032 hours. Finish has failed, 
(Left Center) Sheet aluminum Bonderized and painted and tested in salt spray for 1,032 hours, 
Finish is still in good condition. (Right Center) Sheet aluminum painted without Bonderizing 
and tested in outdoor exposure for 3 months. Finish has failed. (Right) Sheet aluminum Bond- 
erized and painted and tested in outdoor exposure for 3 months. Finish is still in good condition, 





patented process developed by the 
Parker Rust Proof Company, Detroit. 
This method generally involves the 
treatment of aluminum in the follow- 
ing manner: 

(1) Clean the work thoroughly by 
immersion in a mild inhibited alkali 
cleaner, by solvent or immersion clean- 
ing, or by vapor degreasing. 

(2) Immerse the cleaned metal in 
the Bonderizing solution, maintained 
at a temperature of about 160 deg. F. 
for 2 to 4 minutes. This converts the 
metal surface to a uniform phosphate 
coating. This processing solution is 
prepared by dissolving 10 gm. of boric 
acid and 12.5 gm. of sodium bifluoride 
per liter of water. Then 109 gm./1. 
of Bonderize make-up solution is add- 
ed slowly with stirring. 

(3) Rinse thoroughly in cold water 
for about 30 seconds immediately after 
Bonderizing. 

(4) Immediately after the water 
rinse, the work is rinsed for about 30 
seconds in a dilute solution (0.6 
gm./1). of chromic acid maintained at 
a temperature of about 108 deg. F. 

(5) Dry the parts thoroughly prior 
to painting. 
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Another surface treatment for 
aluminum which has been designated 
as Chromatizing, is reported to pro- 
duce a very thin, inert aluminum 
oxide film which tends to promote 
paint adhesion. The coating is intend- 
ed essentially as a paint base and 
when used as such, it is reported to 
provide excellent corrosion resistance 
even when painted surfaces are 
abraded to the base metal. It also 
aids paint anchorage appreciably and 
tends to prevent paint film failure. 
This chemical treatment is given alu- 
minum and its alloys by immersion in 
a 5 to 10 per cent solution of chromic 
acid maintained at a temperature of 
140 to 150 deg. F. The work is left in 
the solution for about 5 minutes after 
which it is rinsed in cold water and 
dried. 

Still another surface treatment, 
known as Phosphatizing, is similar to 
Cromatizing in that it forms a thin, 
inert phosphate coating on the metal. 
The chemical treatment is accomplish- 
ed by immersing the work in a 5 to 
10 per cent solution of phosphoric 
acid (75%) maintained at room tem- 
perature. The aluminum parts are 
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Five kinds of Durco equipment de- 
fend your anodizing installation against 
corrosive attack. This equipment is self- 
protected by the alloy of which each unit 
is made, Duriron. 


Duriron is a Durco iron alloy containing 
approximately 14.5% silicon. This ele- 
ment gives it an extremely high resistance 
to sulfuric and chromic acid and to a 
wide range of other corrosives. Duriron’s 
corrosion-defeating abil- 

ity is permanent and 

. uniform throughout. 
Durco Adv. 26-GM 


THE DURIRON COMPANY, 
OHIO, U.S.A. 


DAYTON 1, 
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DURCO EQUIPMENT FOR ANODIZING 


MODEL 40 DURCOPUMPS — With 
capacities up to 2000 GPM for 
heads up to 230 ft. 


- DURCO NO. 4 HEAT EXCHANGER 


—4C cooler, capacity 45,000 to 
90,000 BTU per hour. Multiple 
units in either series or parallel 
arrangement, if additional capac- 
ity is required. 


- DURCO Y VALVES—Full opening 


with nearly straight flow. 


- DURCO SPLIT FLANGED PIPE 


AND FITTINGS—in sizes from 1°’ 
to 8°’ 1.D. Larger diameters made 
to order. 


- DURCO TANK OUTLETS—For 


either thin or thick wall tanks and 
for flanged or lead pipe con- 
nections. 


For complete information on all of 


the above types of 
Durco equipment ask 
Inc. for Bulletin Folder R. 
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left in the solution for about 5 min- 
utes after which they are rinsed in 
cold water and dried. Both Chroma- 
tizing and Phosphatizing are used 
after mild alkaline cleaning to neu- 
tralize any alkali remaining on the 
aluminum surface and to prepare the 
surfaces for painting. Painting should 
be done as soon as possible after these 














Panel degreasing apparatus 
(Drawing courtesy ‘‘Canadian Chemistry and 
Process Industries’’) 


treatments to avoid contamination of 
the metal. 


* & * 


Test Panel Cleaning Method 


OST finishing engineers will 
agree that in all paint, enamel 

and resin laboratories where test 
panels are made up there is a need for 
a simple and convenient method for 
panel cleaning. A simple piece of lab- 
oratory apparatus recently described 
by F. B. Parker and T. H. G. Michael, 
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~ chamber 


degreases test panels very efficiently 
(“Canadian Chemistry and Process 
Industries,” Aug., 1946), Furthermore 
it can be constructed from readily 
available materials at a cost of only 
few cents. 

The device, sketch of which jg 
shown herewith, consists essentially 
of a small upper chamber, into which 
the panels are placed for cleaning, ang 
a larger lower one in which trichlor- 
ethylene is boiled. The bottom of the 
upper chamber is perforated with a 
large number of holes through which 
the solvent vapor passes to reach the 
panels. These holes serve to return 
the condensed solvent to the lower 
chamber. At the top of the upper 
is a water jacket which 
serves to condense any vapor which 
does not condense on the panel, thus 
preventing solvent loss, 

The materials used in the construc- 
tion of the panel cleaner consist of a 
square gallon can, which serves as the 
lower chamber, and a square quart 
can soldered inside the gallon can, 
which serves as the upper chamber. 
The water jacket is formed at the top 
of the device by soldering two pieces 
of light sheet metal a distance of one 
inch apart into the space between the 
quart and gallon cans. Two short 
lengths of copper tubing soldered as 
indicated serve as attachments for 
rubber tubing. 

For use, about one liter of trichlor- 
ethylene is poured through the small 
upper chamber into the lower, the de- 
vice placed on an electric hot plate, 
and water run through the jacket. 
The trichlorethylene vapor passes up 
through the holes, filling the working 
chamber, the excess being condensed 
by the water jacket. Panels are held 
with tongs in the vapor chamber until 
completely washed with condensed 
solvent, and on removal are ready for 
coating. This method completely re- 
moves all traces of oil and grease, and 
there is no time lost in waiting for the 
panels to dry since the solvent evap- 
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We are Pathiinders 
| for Electro-plating 
WITH PRECIOUS META Ls 





We . been leaders in research and devel- « 
opment in the plating field for many years, — | 


particularly in the realm of the precious 


metals. Our contributions to the advance- : 
ment of this art have been notable—the de-_ 
_ velopment of the process for plating with; 


rhodium is one outstanding instance. 


Electro-plating with platinum, rhodium ba 
gold for special applications, notably in elec- 
tronics, radio, radar, telephone and other 


means of communication, often require re- ~ 


- search and experiment. Here is where our 


long experience and familiarity, with the pe- 


_¢uliarities of the precious metals will be of 


great value to you. 


Among our precious metal. pebclucts for the 


plater are: 


Rhodium Plating Solution _Potassium-Gold Cyanide 
Platinum Plating Solution 41% and 67% 
Aurosal—Gold Oxide Sodium-Gold Cyanide 


_ Silver Cyanide : 46% and 714% 


BAKER & CO.. INC. 


113 Astor St., Newark 5, N. J. 


NEW YORK 7 SAN FRANCISCO 2 CHICAGO 2 
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orates immediately from the hot panel. 
All fire hazard is eliminated by the 
use of non-burning trichlorethylene 
and solvent loss by evaporation is very 
small due to the effectiveness of the 
water jacket. Technicians in the fin- 
ishing room will certainly want to in- 
vestigate this helpful laboratory de- 
vice in evaluation work with new fin- 


ishing materials. 
* * * 


Water Dip Lacquers May Be 
Useful in the Finishing Room 


ATER dip finishes or lacquers 

may find application in the fin- 
ishing room for use on plated articles 
to afford some added resistance to 
rusting or to prevent tarnishing. They 
can also be used on steel or cast iron 
articles where a small amount of rela- 
tively inexpensive protection is desir- 
ed. In either instance, the term 
“water dip” comes from the fact that 
the article to be finished need not be 





Clean Spray Booths 





Spray BOOTHCOTE on clean booth. 
Paint peels off in sheets. 

NO SCRAPING—SAVE TIME and LABOR 
Trial offer 15 gals. $13.50 F.O.B. Buffalo 
Used by 2000 leading manufacturers. 
MONEY BACK IF NOT PLEASED. 
Write for Circular. 

HYGRADE FOOD PRODUCTS CORP. 
HARRIS SOAP—BOOTHCOTE DIV. 

19 Stetson St., Buffalo 6, N. Y. 
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dried following the hot water ringe 
used in plating or cleaning. Thus, 
articles are lacquered while still wet 
with the final rinse, the water sinkip 
to the bottom of the tank, withoyt 
mixing with the lacquer, 

Water dip lacquers were developed 
largely as a result of a need for a fast 
drying economical finish for cadmium 
and zinc plated parts during the war, 
Such finishes are applied to give a very 
thin final film which will penetrate 
between riveted sections and also per- 
mit ready soldering or spot welding, 
Water dip finishes, in general, do not 
interfere with electrical conductance 
and are valuable to prevent finger 
marking and staining on plated parts 
from oxidation due to elements in the 
atmosphere. such as sulfur compounds. 

Water dip lacquers are composed of 
synthetic resins and suitable solvents, 
After the last rinse with clean hot 
water, following plating, the parts are 
immediately dipped in the lacquer. 
Parts are moved about in the lacquer 
to break any water spots on the metal 
and to allow better water drainage 
from parts that are of such shape as 
to trap water in pockets. The rack 
or individual parts are withdrawn, 
allowed to drain, and then air dried, 
or, to push production schedules, they 
may be force dried. Small parts that 
have been barrel plated may be dipped 
in a wire basket in the same manner; 
however, it is advisable to use a centri- 
fuge on such parts after draining. 
Finishing engineers may wish to in- 
vestigate this simple lacquer proce- 
dure to add an element of improved 
quality to finished parts, particularly 
plated parts which will be stored be- 
fore .assembly-line operations. 





Corrosion Control Alkali Cleaners. A 
four-page illustrated technical data sheet 
on Neilco “Corrosion Control’ Alkali 
Cleaners for ferrous metal has been pre- 
pared by Nielco Laboratories, 1632 W. 
Lafayette St., Detroit 16, Mich. Copy 
free upon request. 
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DU-LITE’S 
phosteel PROCESS 


New developments and recent refinements of the 
DU-LITE Phosteel Process have now made it possi- 
ble to impose an excellent bonding finish on all 
shapes of iron and steel in 30 seconds at a Fahren- 
heit temperature of 180°. The new Phosteel retains 
its previous valued advantages: 


LOWER COST—To Buy and Use 


BALANCED BATH—Simply Operated 
AVAILABLE—fFor Immediate Installation 











DU-LITE CHEMICAL CORP. 


MIDDLETOWN, CONNECTICUT 
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Receive Watches for Years Du Pont to Expand Titanium 
of Service Plant 
Twenty-five members of the Wyandotte Plans for a new manufacturing unit at 


Chemicals Corporation sales force (J. B. the Du Pont titanium dioxide plant at 
Ford Division) were recently awarded Edge Moor, Del., have been announced 
gold watches for completing 25 or more’ by the company’s Pigments Department. 
years of service. The watches were pre- Approval of the new project has already 
sented at a banquet at Wyandotte, Mich- been obtained from the Civilian Produc- 
igan, attended by nearly 500 company tion Administration. Much of the equip- 
executives, research personnel, produc- ment to be installed cannot be procured 
tion workers, and salesmen. except under long-term delivery, conse- 
Honored guests were the 25 J. B. Ford quently, completion is not contemplated 
salesmen and 350 other Wyandotte Chem- until sometime in 1948. 
icals employees who had achieved their The Edge Moor plant manufactures 
quarter century or more of service dur- titanium dioxide, a white pigment used 
ing the war years when civilian watches in paints, lacquers, inks, and other ma- 
were not available. The combined service’ terials. This plant also produces titan- 
of the J. B. Ford Division men totals ium calcium pigment which is used most 
724 years of Wyandotte experience. widely in paints. 





These Ford Division Wyandotie Chemicals Corporation salesmen were recently presented with 
gold watches for completing 25 or more years of service. Fifth from the left, front row, is Carter 
B. Robinson, Ford Division, vice president in charge of sales. Back row, left to right, are the 
following Wyandotte Chemicals Corporation officials: John Shallcross, assistant to vice presi- 
dent; William F. Torrey, vice president; E. M. Ford, president; Ford Ballantyne, secretary and 
treasurer. ° 
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Soday Becomes Devoe Research 
Director 


The appointment of Frank J. Soday as 
research director at the Central Research 
and Product Development Laboratories 
of Devoe & Raynolds Co., Inc., is an- 
nounced by Elliot Phillips, president. Mr. 
Soday’s research and development work 
in organic chemistry has led to 100 pat- 





Frank I. Soday 


ents being issued in his name, with ap- 
plications pending on some 200 additional 
ones. These include developments on 
the production on some ethyl and iso- 
propyl, alcohol, acetone and similar in- 
dustrial solvents, as well as resins, plas- 
tics, and synthetic rubbers with impor- 
tant practical applications in the protec- 
tive coating, leather, and textile finish- 
ing industries. 

Following his graduation from Grove 
City College in 1929 and post-graduate 
work at Ohio State, Mr. Soday has occu- 
pied. important development and tech- 
nical operating posts with the Monsanto 
Chemical Company and collaborated in 
the design, construction, and operation of 
plants for the production of resins and 
solvents from hydrocarbons. 





Hogarth Named Pennsalt 
Purchase Engineer 


According to an announcement by N. 
James, general purchasing agent, 
Barton I. Hogarth, graduate mechanical 
engineer, has been named to the newly- 
created position of purchase engineer in 
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the equipment and supplies division of 
the Pennsylvania Salt Manufacturing 
Company purchasing department. 

Mr. Hogarth came to Pennsalt from 
the Manhattan District Project. He was 
formerly associated with the Carbide and 
Carbon Chemical Company at its South 
Charleston, West Virginia, and Texas 
City, Texas plants. His .work in the 
new division will be in connection with 
eauipment and accessories. 





Participated in Symposium on 
Radiant Heating 


Paul H. Goodell, industrial heating en- 
gineer with The Trumbull Electric Man- 
ufacturing Co., Norwood, Ohio, partici- 
pated in a symposium on radiant heating 
at the annual meeting of the American 
Society of Mechanical Engineers in New 
York on December 3. A registered Ohio 
engineer, Mr. Goodell is responsible for 
the development and installation of a 
large percentage of electric infra-red 
heating equipment in the country today. 
He received his technical education at 
the University of Cincinnati and is a 
member of the National Society of Pro- 
fessional Engineers, the Ohio Society of 





Paul H. Goodell 


Professional Engineers, American Insti- 
tute of Electrical Engineers, Illuminat- 
ing Engineering Society, and the Engi- 
neering Societies of Cincinnati and De- 
troit. 

Prior to his connection with The Trum- 
bull Electric Manufacturing Company, 
Mr. Goodell was manager of the Indus- 
trial Heating Department of the C.M. 
Hall Lamp Company of Detroit. 
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New Appointments in P & G 
Advertising Department 


The Procter & Gamble Co., Cincinnati, 
Ohio, announces three new appointments 
in the management of its advertising de- 
partment following upon the election of 
Neil H. McElroy to the position of vice 
president and general manager. Mr. Mc- 
Elroy was formerly in charge of gener- 
al advertising. 

Howard J. Morgens has been appointed 
manager of the advertising department, 
while W. Rowell Chase has been named 
manager of the brand development divi- 
sion of that department. A. N. Halver- 
stadt has been appointed manager of the 
radio and media divisions. 





American Wheelabrator 
Personnel Changes 


Several changes in personnel have been 
recently announced by the American 
Wheelabrator & Equipment Co., 555 S. 
Byrkit St., Mishawaka, Ind. Ardee H. 
Freeman, district sales engineer for the 
Milwaukee territory, has returned to the 
Mishawaka office to become special proj- 
ect engineer. Mr. Freeman came _ to 
American Wheelabrator & Equipment 
Company in 1918 and has held a wide 
variety of positions in production, engi- 
neering, and research. For the past nine 
years he has been engaged in sales engi- 
neering, working at first out of the Mish- 
awaka office, then out of Detroit, and 
finally, when the Milwaukee office was 
opened last year, he was assigned to that 
territory. 

James H. Thomson has been appointed 
district sales engineer for the Milwaukee 
territory to replace Mr. Freeman. Prior 
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(Left) Howard J, Mop. 
ens, (Center) W 
owell Chase, (Right) 
A. N. Halverstadt 


Milwaukee terri. 
tory, Mr. Thomson, 
a graduate of Pur. 
due University, 
handled sales engi- 
neering for Wheel- 
abrator specia] 
cabinets and Air. 
blast equipment in 
the Mishawaka 
office. 

Edwin P. Clarke has been assigned to 
the Houston, Texas sales office where 
he succeeds Joseph F. Underway who 
has been transferred to St. Louis. A 
graduate of Miami University, Mr. Clarke 
joined the American Wheelabrator & 
Equipment Company after a three-year 
association with the U. S. Rubber Com. 
pany where he was chief engineer of the 
fuel cell division in its Mishawaka plant. 





Product Designer at New 


Location 


Hans P. Nelson, prominent industrial 
designer, has established a new studio at 
1510 Belle Plaine, Park Ridge, Ill. Mr. 
Nelson, who has a B.S. degree from Illi- 
nois Institute of Technology and has 
done graduate work in design at North- 
western University, has been associated 
with the product design field for the past 
12 years, during which time he has styled 
and enginered many industrial and con- 
sumer products. 





- 


Heil Appoints Philadelphia 
Sales Representative 


The Heil Process Equipment Corp., 
Cleveland, Ohio, announces the appoint- 
ment of Richard A. Weppner as sales 
representative to cover the Philadelphia 
territory. Mr. Weppner will make his 
headquarters at 18 N. Lynwood Ave., 
Glenside, Pennsylvania. 

A graduate chemical engineer and 
thoroughly familiar with chemical equip- 
ment problems, Mr. Weppner will handle 
Heil’s line of process tanks, process tank 
heaters, and special tank linings. 
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The Alsop “Sealed-Disc’”’ Filter com- 
pletely eliminates most of your troubles, 
that is dirt, dust, oil and sludge, which in 
any solution are responsible for pitting, 
spotting, poor adhesion, formation of 
nodules, etc., which mean costly rejects and 
reworking. This unique filter removes all 
traces of impurities from plating solutions, 
yet will not effect brighteners. 


This means more perfectly finished work 
with a saving of time and labor. 


You'll find the ‘“Sealed-Disc”’ Filter 
light, compact, portable and easy to move 
from one tank to another for instant use, 
though capable of handling as large a 
volume of solution as conventional filters 
many times their size. 


"Sealed-Disc” units can also be used for 
many acid dips, electro cleaners, solvents 
and other general filtration work. 
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HERE'S positive FILTRATION 


For your plating solutions 











Above is a typical installation of a medium 
size twin unit which can be used with equal effi- 
ciency on tanks of many thousand gals. capacity 
or for maintaining the solutions in a number of 
small tanks in perfect operating condition. This 
compactness and extreme portability lus the ease 
and simplicity of cleaning make 'Pealed-Dise” 
Filters supreme in their field. 


Write for completé information or contact your 
regular plating supplier. 


~ 


ENGINEERING CORPORATION 
filters: Filter Discs # Sheets-Mixers-Agitators 
MILLDALE, CONNECTICUT 














201 KEEN STREET 
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B. H. Gardner Named Advertis- 
ing and Sales Promotion 


Manager 


The Chemical Corp., Springfield, Mass. 
announces that Bryant H. Gardner has 
joined its organization in the newly cre- 
ated post of advertising and sales pro- 
motion manager. Mr. Gardner came from 
Wm. B. Remington, Inc., where he was 
the account executive on the Chemical 
account. Prior to this he spent 14 years 
in the radio and advertising fields. 

Expanded operations in the chemical 
specialty line and new products planned 
for early introduction made advisable 
the creation of a company advertising 
department. Besides a general line of 
heavy industrial chemicals, the corpora- 
tion’s principal products are Luster-on 
inhibited zinc bright dip, Stripode nickel 
stripping acid, Kemsuds industrial hand 
soap, Practi-Kreme and Kemglov skin 
protectors and cleaners, detergents and 
sanitary chemicals. 





Named Turco Sales Chiefs 


The appointment of L. H. Moulton to 
the post of national sales director and D. 
T. Buist to assistant national sales direc- 
tor is announced by Ray Sanders, vice 
president and general manager, Turco 





L. H. Moulton 


Products, Inc. Their headquarters will 
be the firm’s main office in Los Angeles. 

Fifteen years of experience in the sell- 
ing of Turco’s broad chemical line af- 
fords Mr. Moulton excellent qualifications 
to direct the nationwide sales-service. 
staff. A graduate of Colorado College of 
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Agriculture, Mr. Moulton was wel 
known in the dairy and allied industries 
for many years, joining Turco in 193) 
For the past eight years, he has directed 
Turco’s Eastern Division from the Chj- 
cago plant office. 

Mr. Buist joined Turco in 1936 as a 
specialist with 20 years’ experience jn 
the automotive field. Transferred to the 
Aviation Division in 1939, he was pro. 





D. T. Buist 


moted to district sales manager in 1943, 
and western zone sales manager in 1944. 





Resign from Du Pont Finance 


Committee 
Irenee du Pont, former president, and 
H. G. Haskell, former vice president, of 
E. I. du Pont de Nemours & Company, 


have resigned from the Finance Com-’ 


mittee of that organization, while J. 
Thompson Brown resigned from the com- 
pany’s executive committee and from his 
position as a vice president. All three 
men remain on the board of directors. 
The two vacancies on the Finance 
Committee will be filled by Mr. Brown 
and Elwyn Evans, president of the Wil- 
mington Trust Company and a Du Pont 
director. Mr. Brown’s place on the 
Executive Committee will be occupied by 
Charles A. Cary, assistant general man- 
ager of the company’s Rayon Depart- 
ment. Mr. Cary has been elected to 
membership on the board of directors, 
increasing its membership to 37, and has 
also been made a vice president. The 
board also announces that Lammot du 
Pont Copeland has been named as as- 
sistant secretary of the company. 
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IF 


you sell equipment or supplies as listed below, it will pay yourto use PRODUCTS 
FINISHING to present your sales message. 


Abrasives Enamels Paints 

Air Systems Filters Polishing Machines 
Anodes Fire-Fighting Equipment Rectifiers 

Baskets Felt Wheels Respirators 

Black Oxide Flocks Rheostats 

Blowers Generators Rust Preventives 
Bronze Powders Gloves—tindustrial Solvents 

Brushes Grinders and Sanders Tumblers 

Buffs Infra-Red Equipment Stop-Off Lacquers 
Chemicals Instruments—Recording _ Spray Painting Equipment 
Cleaning Compounds Lacquers Tack Rags 

Cleaning Equipment Lamps Tanks 

Decalcomanias Masking Tape Testing Equipment 
Degreasing Machines Metal Washing Equipment Varnishes 

Dust Collectors Organic Coatings Ventilating Equipment 
Electroplating Equipment Ovens—Baking Etc., Etc., 


With over 17,000 monthly circulation, PRODUCTS FINISHING provides top- 
notch selective coverage of the largest buyer audience in the metal cleaning, 
plating, polishing and finishing industries. 


Your advertising dollar will work hardest for you if you choose PRODUCTS 
FINISHING to carry your sales message. 


Write us for advertising rates. 


PRODUCTS 
FINISHING 


431 MAIN STREET 
CINCINNATI 2, OHIO 
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Hilo Varnish Hosts to French 
P & VA Members 


A delegation of 17 members of the 
Paint & Varnish Association of France 
were guests recently of the Hilo Varnish 
Corporation where they visited the Brook- 
lyn plant and attended a luncheon given 
in their honor. The invitation to study 
Hilo production methods had been ex- 
tended the Frenchmen by Carl J. Schu- 
mann, president, and Dr. Joseph J. Mat- 
tiello, technical director and vice presi- 
dent of the Company, during the recent 
National Paint, Varnish & Lacquer As- 
sociation Convention in Atlantic City. 

The delegation headed by Lucien Ravel 
of the Pyrolac Company, F'rance, was di- 
vided into small groups and conducted 
through the factory by Mr. Schumann, 
John Schumann, Dom Razzano, and 
Harry Stalzer. At the luncheon tendered 
to the visitors by Hilo at the Hotel Bos- 
sert, toasts were given toward cement- 
ing the already friendly relations exist- 
ing. 





Change in Trade Name 
The Aluminum Company of America 
announces that after January 1, 1947 the 
alumina and fluoride products of the 
Aluminum Ore Company, an Aicoa sub- 
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Dr. foseph f. Mattiello 
technical director and (let 
president of the Hilo Varnish 
Corporation discusses plans 
for a tour of the Hilo plant 
with Lucien Ravel while 
Pierre Bonnal looks on, 


sidiary, will be marketed 
under the ‘‘Alcoa” trade- 
mark and trade name. 
The ‘‘Alorco”’ trade name 
and trademark, which for 
years have identified 
products of the Alumi- 
num Ore Company, will 
be discontinued, and all 
merchandising will be 
conducted in the name of 
the Aluminum Company 
of America, Chemicals 
Division. The Aluminum 
Ore Company will con- 
tinue the actual manu- 
facture of the products. 

The principal alumina products which 
will be sold under the ‘‘Alcoa’’* label in- 
clude activated aluminas, tabular alu- 
minas, hydrated aluminas, and calcined 
aluminas. The activated aluminas are 
used primarily as adsorbants and cata- 
lyst carrriers. Tabular aluminas and 
calcined aluminas are employed in the 
manufacture of ceramics, abrasives, and 
refractories. Hydrated aluminas find 
wide use as pigments for rubber, in glass 
and ceramics, and as a raw material in 
the production of aluminum chemicals. 

The most important fluorides in the 
Alcoa line are sodium fluoride, sodium 
acid fluoride, and cryolite. These fluor- 
ides are used in the ceramic industry, in 
the field of metal finishes, and other 
fields. 





Walter Huber Joins Sun 


Chemical Corporation 

The Sun Chemical Corporation an- 
nounces the appointment of Walter Hu- 
ber as vice president of the General 
Printing Ink Division. A graduate of 
Cornell University where he majored in 
chemistry, Mr. Huber brings to his new 
position a well-rounded experience con- 
siderably broadened by technical devel- 
opment work during the last few years. 
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How to give a 
Bonus 


r > Weel 
Tex -~ 


...without 


budging your 
budget a bit / 


UPPOSE Bill S., one of your em- 
ployees, is due for a $75 bonus this 
year. If you give the bonus in U. S. 
Savings Bonds, Bill will receive—not $75, 
nor a $75 Bond—but a $100 Bond. 


Yes, the bonus in Bonds looks like a lot 
more—and it is more. (Every $3 put into 
U. S. Savings Bonds pay $4 at maturity.) 
With the same size appropriation, you’re 
actually giving a bigger bonus. 


Consider, too, that Savings Bonds mean 
individual security for each Bond-holder 
—and collective security for all of us, 
because they help to control inflationary 


The Treasury Department acknowledges with appreciation the publication of this message by 









tendencies. You can easily see that you’re 
doing yourself, your employees, and your 
country a favor by deciding to... 


Give the BONUS in BONDS 


...and keep up your Payroll Savings 
Plan! IMPORTANT: If you have not 
already received your copy of “How You 
Can Help Give Free Enterprise a Boost,” 
write on your letterhead to: Room 750, 
Washington Building, U.S. Savings Bonds 
Division, Washington 25, D. C. Limited 
supply. Please write today. 
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This is an official U. S. Treasury advertisement prepared under the auspices of the Treasury 
Department and The Advertising Council. 
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Grace Elected Pennsalt Director 


Charles B. Grace, vice president and 
treasurer of the Heintz Manufacturing 
Company of Philadelphia, was elected a 
member of the board of directors of the 
Pennsylvania Salt Manufacturing Com- 
pany at a recent meeting of the board. 
A graduate of Princeton University in 
1928, Mr. Grace is also a director of the 
Girard Trust Company of Philadelphia. 





Wedworth V. Baker Passes 


Wedworth V. Baker, president of De- 
troit Sheet Metal Works, Detroit, Mich., 





Wedworth V. Baker 


died Wednesday, December 11, 1946, in 
his home at 16803 Monte Vista. 

A graduate of Michigan State College, 
Mr. Baker was a member of the Board 
of Commerce; Marlette Lodge No. 3438; 
F’. and A.M.; Palestine Chapter, R.A.M.; 
The Detroit Consistory, and the Moslem 
Temple. 





Talks Presented by International 
Nickel Members 


The employment of nickel plating to 
impart better corrosion resistance or 
abrasion resistance to engineering appli- 
cations was discussed by E. J. Roehl, 
chemist, before a meeting of the Ameri- 
can Electroplaters’ Society at the Robert 
Treat Hotel, Newark, N. J., on Friday 
evening, December 6, 1946. In his talk, 
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entitled ‘The Engineering Uses of Nicke 
Deposits,”’ the use of heavy electroplateq 
coatings for the salvage and repair of 
worn parts was described. The speaker 
also discussed methods of electroforming 
and some of the uses to which this proc- 
ess is applied. 

Mr. Roehl is with the Development anq 
Research Division of the Internationa] 
Nickel Company, Inc., at the company’s 
Bayonne, New Jersey research labora- 
tory. 

Frank L. LaQue described and illus- 
trated ways and mechanisms by which 
alloying elements can improve the cor. 
rosion resistance of irons and _ steels 
in a talk before the monthly meeting of 
the Boston Chapter of the American §o- 
ciety for Metals on Friday evening, De- 
cember 6, 1946, at the Hotel Sheraton, 
Boston, Mass. He also discussed the 
specific effects of such elements as cop- 
per, nickel, phosphorus, chromium, and 
molybdenum with respect to corrosion 
of steels, including stainless steels, in 
several environments. The talk was il- 
lustrated with slides. 

Mr. LaQue, well-known authority in 
the field of corrosion, is with the Devel- 
opment and Research Division of The In- 
ternational Nickel Company, Ince., at 
New York. 





Industrial and Commercial Gas 


Conference at Boston 


The A.G.A. Sales Conference on Indus- 
trial and Commercial Gas sponsored by 
the Industrial and Commercial Gas Sec- 
tion, American Gas Association, will be 
held at the Copley Plaza Hotel, Boston, 
March 17, 18, and 19, 1947, according to 
an announcement by Karl Emmerling, 
chairman, Industrial and Commercial 
Gas Section. 

A program has been tentatively out- 
lined by the Program Committee under 
the chairmanship of Harry A. Sutton, 
Public Service Electric & Gas Co., 
Newark, N. J. It has been planned to 
devote one day to a commercial session, 
one day to an industrial session, with one 
day in between to a combination of both 
and general Subjects. 

A reception to those attending the Con- 
ference will be sponsored by G.A.M.A. 
on Tuesday evening, March 18, the ar- 
rangements for this affair being in 
charge of Frank J. Fieser, F. J. Fieser 
Co.; Herman Gehnrich, Gehnrich & 
Gehnrich, Inc.; Harry O. King, Standard 
Gas Equipment Corp.; and Arthur Pit- 
man, J. C. Pitman & Sons, Inc. 
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Du Pont Establishes New 
- West Coast Offices 


The establishment of two new Du Pont 
gales offices on the West Coast to cover 
the Los Angeles and San Francisco areas 
js announced by Dr. Joseph Shrawder, 
Jr., manager of West Coast sales for the 
company’s Pigments Departments. The 
new offices will handle the distribution 
of white pigments and dry colors in Cali- 
fornia. Previously, these products were 
distributed through the C. L. Duncan 
Company of Los Angeles and San Fran- 
cisco. 

Dr. Shrawder, who has recently been 
placed in charge of West Coast sales, will 
make his headauarters in Pasadena. The 
Pasadena office, covering the Los Angeles 
area, will be managed by Wilbur S. 
Johnson, formerly Los Angeles manager 
for the C. L. Duncan Company. Associ- 
ated with him as sales representative will 
be Bodine B. Barrett, formerly produc- 
tion supervisor at the Newark pigments 
lant. 
miGserge B. McCrea will be manager of 
the San Francisco office. Prior to the 
war, Mr. McCrea was a pigment sales 
representative in Chicago. James S. 
Martin, formerly with the C. L. Duncan 
Company, will be associated with Mr. 
McCrea as sales representative. 

The Los Angeles sales area office will 
be located in the Security Building, 234 
E. Colorado St., Pasadena 1, Calif. In 
San Francisco, the new Du Pont office 
will be located in the Merchants Ex- 
change Building, 465 California Street. 





Clarence H. Sample Joins 
International Nickel 


Clarence H. Sample, formerly chief en- 
gineer of Rheem Research Products, Inc., 
has joined the electroplating section of 
the Nickel Sales Department of The In- 
ternational Nickel Co., Inc. He will make 
his headquarters at New York and will 
work on the development and sales of 
nickel plating. 

Mr. Sample has a B.S. degree in chem- 
ical engineering from the University of 
Idaho and an M.A. in chemistry from 
Columbia University. From 1930 until 
1945 he was on the technical staff of the 
Bell Telephone Laboratories, Inc., New 
York, where his duties included research 
and development on corrosion and metal- 
lic finishes. 

Mr. Sample is a member of the Ameri- 
can Society for Metals, the American 
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Chemical Society and The Electro- 
chemical Society. He is also active on 
several committees of the American So- 
ciety for Testing Materials, in which he 
is currently secretary of Committee B8, 
Electrodeposited Metallic Coatings. 





Symposium on Paint 


During Committee Week of the Ameri- 
can Society for Testing Materials, to be 
held in Philadelphia February 24 to 28 
inclusive, a Symposium on Paint with a 
number of technical papers will feature 
the Spring Meeting of the Society. The 
Symposium on Paint is being arranged 
by Technical Committee D-1 on Paint, 
Varnish, Lacquer and Related Products, 
with the cooperation of the Philadelphia 
District of the Society. 

Three general subjects will be covered 
by a series of technical papers. On the 
morning of Tuesday, February 25, 
‘“‘Methods of Evaluating of Paints’ will 
be discussed, the finishes to be covered 
including those used in industrial, auto- 
motive, container, and marine applica- 
tions. In the afternoon session, three 
leading technologists will discuss the 
“Evaluation of Paint Materials,’ topics 
including the Application of Infra-Red 
Absorption Spectra to Drying Oils, the 
Use of Inclined Tube Viscometer, and the 
Application of the Stroboscopic Timer for 
Stormer Viscometer. Also scheduled for 
the afternoon session is a discussion of 
Statistical Analysis of Paint Test Data, 
in which several speakers who have de- 
voted much time and study to the use of 
statistical analysis and quality control 
methods will cover a General Introduc- 
tion, Application of Statistical Methods, 
and the Analysis of Paint Exposure Data. 

Leading off the symposium in the morn- 
ing will be an address by John C. Moore, 
president of the Federation of Paint and 
Varnish Production Clubs and an active 
member of Committee D-1, on the sub- 
ject ‘‘Test Methods and the Paint Indus- 
try.’’ All sessions will be held at the 
Benjamin Franklin Hotel. 





“‘Secret of Sol-Speedi-Dri Leadership”’ 
is the title of a six-page folder now 
being distributed by the Waverly Petro- 
leum Products Co., Drexel, Bldg., Phil- 
adelphia 6, Pa. The folder contains 
specific facts and pictures regarding the 
various steps involved in the production 
of Sol-Speedi-Dri absorbent for indus- 
trial housekeeping. Copy free upon re- 
quest. 
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CLEANING 


Roto-Finish Midget Machine 


Designed to effect time and labor 
economies in the mechanical finishing 
and deburring of very small parts in 
both large and small quantities, the Roto- 
Finish Midget Machine shown herewith 
has been brought out by The Sturgis 
Products Co., Sturgis, Mich. The cylin- 
der of the machine is 8 ‘inches wide x 
12 inches across the flats, and hag a var- 
iable drive of 35 to 70 r.p.m. The flats 
are lined with kiln dried hard maple and 
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the ends are rubber sealed. A cover is 
fastened to the ¢ylindey, Which is mount- 
ed on the machine by a unique lock and 
adjustable clamp that allows for quick 
loading and unloading. 

The machine can be supplied without a 
base for bench mounting, together with 
hand parts separator having a drain con- 
nection. Interchangeable screens for the 
separation of chips from parts are avail- 
able in all mesh sizes. 

The Roto-Finish Midget Machine is rec- 
ommended for installation in small plat- 

ing shops, manufactur- 
ing plants with small fin- 
ishing departments, and 
plants engaged in finish- 
ing only very small pacts, 
Finishing operations 
which may be performed 
in the machine include 
grinding, deburring, pol- 
ishing, Britehoning, and 
coloring. The controlled 
rotary action of the wet 
mixture of midget chips 
and compound produces 
a surface suitable for 
plating by uniformly re- 
moving burrs, sharp 
edges, and corners on 
small stampings, ma- 
chined parts, and die 
castings, the manufac- 
turer states. 


Roto-Finish Midget 
Machine 
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‘‘Dustex’’ Dust Collector 


*“Dustex”? Dust Collector 


Arranged to provide for separation of 
a high percentage of the dust at the 
point of intake, the ‘‘Dustex’’ Dust Col- 
lector illustrated herewith has been in- 
troduced by the Dust Filter Co., 1753 W. 
Lake St., Chicago 12, Ill. A specially de- 
signed baffle plate located beneath the 
filter tubes of the unit causes a rotation 
of the air and dust in a cyclone manner 
into the retaining pan at the bottom of 
the collector, thus resulting in a deposit 
of the dust at that point before it has an 
opportunity to reach the filter tubes. 
Consequently, no heavy dust or lint is 
said to reach the fifteen 36-inch long filter 
tubes at the top of the unit. All remain- 
ing fine dust is collected in the tubes. 

Said to require a minimum of mainte- 
nance, the Dustex Dust Collector has a 
static pressure of 6% inches which is 
maintained constantly. The unit is avail- 
bale in one size only, measuring 4 feet 
high and approximately 2 feet square. 
Recommended for use in connection with 
buffing, polishing, and grinding ma- 
chines, although readily adaptable to 
other equipment, the collector is equip- 
ped with a 1144 h.p., 2-phase, 220-440 volt 
motor and is designed to handle two 4- 
inch branch pipes. 


January, 1947 





Cenco-Hangosky Electropolisher 


Product of the Central Scientific Co., 
1700 Irving Park Rd., Chicago 13, IIl., the 
Cenco-Hangosky Electropolisher  illus- 
trated herewith is designed to speed the 
polishing and etching of metallurgical 
specimens. With the unit, properly pol- 
ished and etched samples can be easily 
prepared from such substances as low 
and high carbon steels, plain carbon and 
stainless steels and most of the other 
complex alloys containing small amounts 
of iron, cast steels, cast irons, nickel and 
nickel alloys, bearing metals, copper, 
brass, aluminum, zinc, cadmium, and 
many other metals and alloys. Inclusions 
are retained and may be identified. 

The apparatus is completely self-con- 
tained and is housed in an attractive 
metal cabinet with inclined control panel 
containing knobs and meters for the con- 
trol of polishing and etching time and 
current. A water fountain is provided 
for cooling and washing the sample, and 
connections can be made to city water 
and drain pipes. The unit requires 
either 115 or 230 volts, 60-cycle a.c. for 
operation. The maximum power require- 








Cenco-Hangosky Electropolisher 
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ment is 3 kilovolt amperes. 

One charge of electrolyte solution is 
supplied with the instrument. The solu- 
tion regularly furnished is suitable for 
the polishing and etching of practically 
all ferrous and many non-ferrous alloys. 
Another solution for non-ferrous metals, 
including copper and brass, is available 
upon request. 





Mabor Turn-Table Washing 
Machine 


The Mabor Co., Clark Township, Rah- 
way, N. J., has produced a turn-table 
type washer which is designed to both 





GOLD PLATING SOLUTIONS 


In All Colors 
Guaranteed 100% Pure Gold Content 
Troy Weight - Color Constant 
Tarnish Resistant 
Proven Quality by the Acid Test 
Write or call our experts about your 
plating problems 


Davis-K-Products Co. 
114 Lexington Ave., New York 16, N. Y. 
Lexington 2-7360 
2-5816 
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Mabor Turn-T 
Washing Nock 


rinse and dry aver. 
age size parts jn 
baskets, trays, or 
individually. The 
unit is said to re. 
quire only one op. 
erator to load and 
unload the parts 
for cleaning. In ad. 
dition, the washer, 
according to the 
manufacturer, jg 
completely self. 
contained, com- 


requires little floor 
space in which to 
achieve an average 
production of 6 
baskets per hour. 
Basket dimensions 
are 12 x 12, 16x 16, 
or 20 x 20 inches, and the load capacity 
is 1,800, 2,500, or 3,000 lb., according to 
the size of the machine. 

The Mabor Turn-Table Washer is avail- 
able in three standard sizes and may also 
be obtained with special modifications 
for difficult and unusual problems where 
centering of parts is essential. It may be 
heated by steam, gas, oil, or electricity. 





Miskella No. 525 Infra-Tray- 
Veyor 


An improved model of its Infra-Tray- 
Veyor for drying, preheating, baking 
processing, and heat treating parts and 
materials is announced by The Miskella 
Infra-Red Co., E. 73rd and Grand Aves., 
Cleveland 4, Ohio. Designated as the 
No. 525, the unit is standardly wired for 
230 volts and is equipped with sealed-in 
reflector-type 250-watt Mazda lamps. 

The design of the No. 525 includes four 
expanded metal trays, each measuring 
11 x 11 inches, and insulated-reflective 
heat units suspended with two sets of 
four combination lamp-saver shock ab- 
sorbers. The faces of the heat units each 
measure 11 x 22 inches, and the widest 
opening between heat units is 10 inches, 
the opening being readily adjustable to 
suit requirements. Eight lamps having 
a total load of 2,000 watts are provided, 
the lamps being controlled by means of 
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Miskella No. 525 Infra- 
Tray-Veyor 


foir switches for aid- 
ing in establishing the 
heat setting. If de- 
sired, one-half of the 
Infra - Tray - Veyor 
may be used only, in 
which case the total 
load is 1,000 watts. 

The Miskella No. 525 
Infra - Tray - Veyor 
measures 28 inches 
high x 15 inches wide 
x 48 inches long and 
has a shipping weight 
of 90 lb. It can also be 
obtained in larger 
sizes, including closed- 
in sides. A Powerstat 
auto-transformer for 
temperature control 
can be supplied as ex- 


tra equipment. Also available for the unit 
isa bench-truck measuring 28 inches high 
x 24 inches wide x 44 inches long and 











having a top and shelf made of %-inch 
Plywood. The front of the truck 
equipped with ball bearing casters. 


is 
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For Improved 
Product Finishes 


e Lacquers 
® Enamels 


@ Wrinkle Finishes 


® Pure Synthetics 
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Cold 
ee #199 ° one-piece construction, the ends of mixes 
Lucite P lating Barrel barrel being cemented to the sidewsan ber ( 
Used for metal plating by the tumbling The loading door is a tightly-fitting single water 
method, a plating barrel made of Du __ sliding panel which forms one of the therm 
Pont ‘‘Lucite’”’ acrylic resin is now being sides of the hexagon. liquid 
marketed by the Hardwood Line Co., 540 the h 
N. Artesian Ave., Chicago, Ill. Objects Sg expal 
to be plated are held in a perforated plung 
container which is dipped and revolved stean 
in a vat containing the plating solution. Korolac RX-2500 (8) b 
The barrel is hexagonal and mounted : cools 
on a moving stand which allows the ma-__,_ Said to embody the well-known chem. (6) c¢ 
ical inertness of Koroseal tank lining, a valve 
solution for the coating of electroplating cure¢ 
and pickling racks, to be known as Koro- cient 
lac RX-2500, has been developed by The 
B. F. Goodrich Co., Akron, Ohio. 
A second new development, known as 
Korolac Primer No. A-208-B, is used in 
conjunction with Korolac RX-2500 to 
provide for adhesion of the Korolac coat- 
ing to the metal rack. This primer is 
brushed onto the rack and areas adja- 
cent to the contact points, thereby pre- 
venting contamination of plating baths 
by carry-over of solutions underneath 
the protective rack coating. 
Korolac RX-2500 is white, opaque, and 
glossy. Hot alcoholic reverse current 
cleaners and such oxidizing acids as 
chromic and 40 per cent nitric are said to 
have a little or no effect on the coating. 
The resistance to organic solvent clean- 
ers is also described as being unusually 
good. 
““Lucite’’ Plating Barrel 
Sarco Steam and Water Mixer 
i r e lowe i . : 
fhe solution vat. ‘The gears are con. - TO Provide hot water at remote points 
structed of Lucite, as well as the barrel for showers and wash basins in pre 
itself, thus making the complete unit re- trial plants, the Sarco Co., Inc., 475 Fift 
: ; : ; Ave., New York 17, N. Y., has brought 
sistant to the acid used in the plating : ; : ; : 
bath out a streamline steam and water mixer 
an ? which can be readily tapped into a steam 
Designed to withstand severe usage pipe, thus eliminating the necessity of 
and to allow for easy-loading and un- piping hot water long distances or in- 
loading, the Lucite Plating Barrel is of stalling separate water heaters and tem- 
perature regulators at isolated points. 
According to the manufacturer, the 
smallest washroom can easily house the 
steam and water mixer which measures 
A L L W oO Oo D 26 inches in length x 5 inches in width at 
the head. tu 
“Vienna Brand”’ Lime A thermostat, built-in and Sarco ag 
Made from Limestone that is identical in chemica! liquid-filled, is said to ensure ato , 
analysis and geological structure with European sensitive control, as set by a key. Wi pr 
Imported Lime. Tests show a ‘“‘lime cake’’ made an unusually large capacity for hot né 
from Allwood ‘‘Vienna Brand"’ Lime equals the water, the mixer is of foolproof construc- le 
finish made from imported lime. tion and is carefully designed and preci- e 
WRITE FOR FULL PARTICULARS sion made to obviate annoying shut- m 
downs, it is claimed. d 
ALLWOOD LIME COMPANY Referring to the accompanying illus- b 
Manitowoc e Wisconsin tration, steam enters the mixer at open- Pp 
ing (1) and passes through valve (2). 
] 
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Cold water enters at opening (3) and 
mixes with the steam in injection cham- 
per (4). The resulting mixture of hot 
water enters housing (5) and flows over 
thermostat (6) which is filled with Sarco 
liquid and hermetically sealed. When 
the hot water flows over it, this liquid 
expands, gradually pushing forward 
plunger (7) to close valve (2) and to cut 
steam at the temperature set at opening 
(8) by a key furnished. Body (5) then 
cools by radiation, liquid in thermostat 
(6) contracts, and plunger head (7) opens 
valve (2). In operation, a balance is se- 
cured which holds the valve open suffi- 
ciently to maintain the desired tempera- 
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Cross-Sectional Drawing of Sarco Steam 
and Water Mixer 


ture. Release spring (9) prevents dam- 
age from accidental overheating. 

The Sarco Steam and Water Mixer is 
principally constructed of brass, with re- 
newable valve heads and seats of stain- 
less steel. Union connections are provid- 
ed on steam and water inlets. The maxi- 
mum steam pressure which can be han- 
dled is 125 p.s.i.g. Steam pressure must 


be 20 per cent higher than the water 


pressure. 
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EXHAUST UNITS 


for Spray Booths 
and Hazardous 
Locations 


Fan Sizes 
12” to 42” 


Free 
Delivery 
C. F. M. 

900 to 29200 


Immediate Deliveries from Stock. 
Also Manufacturers of a complete line of 


waterwash and dry type paint spray booths 
with accessories. Send for details. 


M. & E. Manufacturing Co. 
2571 Winthrop Ave. 


Indianapolis e Indiana 

















e Better Finishing 


® Lower Cost 


Especially designed for high speed cylindrical work, 
**PRODUCTION’’ MODEL 101 centerless feed pol- 
ishing machine produces better finishing at lower 
cost. It feeds automatically without centering, 
chucking or holding. All parts are guarded and 
readily accessible for changing the wheel. The con- 
struction is rigid and durable throughout. Any 
desired finish on rods, tubes or bars, 4” to 6” 
in diameter. 


Production Machine Co. 
Greenfield e Mass. 
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Kidde 5-Pound Fire Extinguisher 


Kidde 5-Pound Fire 


Extinguisher 


A fire extinguisher containing 5 pounds 
of fire-killing carbon dioxide in a recent- 
ly developed lightweight cylinder is now 
under production by Walter Kidde & Co., 
Inc., Belleville, N. J. The new portable 
replaces the old 4-pound type, giving an 
extra pound of carbon dioxide while re- 
ducing the average charged weight by 
2% pounds. The 4-pound portable weigh- 
ed 18 pounds, whereas the new 5-pounder 
weighs 15% pounds. 

According to the manufacturer, the in- 
creased carbon dioxide content of the 
Kidde 5-Pound Fire Extinguisher pro- 
vides added protection to small hazard 
areas. With the extra pound of carbon 
dioxide, fires can be attacked with a 
greater safety factor, and easier han- 
dling has been made possible by the re- 
duction in weight. 

Other portables are available in 2%, 10, 
15, and 20-pound sizes, and wheeled units 
in 50, 75, and 100-pound sizes. All sizes 
of Kidde extinguishers are approved by 
both the Underwriters’ and Factory Mu- 
tual Laboratories for flammable liquid 
and electrical fires. 


Trumbull Type D Enclosed 
Safety Switch 


An enclosed safety switch designateg 
as the Type D is now being produced by 
The Trumbull Electric Manufacturing 
Co., Plainville, Conn. The switch is rateq 
at 30 amperes and is compactly containeg 
in a box measuring 4% inches wide x 
6% inches long x 3% inches deep, 4 
uniquely designed handle allows for 
front operation of the Type D, a triple 
duty spring being attached to the handle 
to take up any loose tolerance‘in the 
switch. The spring also provides a flexi- 
ble connection to movable contacts, as 
well as a seal between the handle and 
covey. . 

The Trumbull Type D Safety Switch is 
constructed so that the pivoting lever 
may be padlocked in the ‘‘off’’ position 
to prevent opening of the switch or cover 
by an unauthorized person. The design 
includes an abundance of wiring room 
and easy-to-get-at terminals. The entire 
switch mechanism is mounted on the 





Trumbull Type D Enclosed Safety Switch 


back of the box and may be removed by 
loosening a single screw. 





KEYSTONE EMERY MILLS 





For a real good polishing job use 


KEYSTONE EMERY 


TURKISH — NAXOS — AMERICAN 
Write for Sample 


4316 Paul St., Phila., Pa. 
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The Trumbull Type D Enclosed Safety 
switch is available in the following ca- 
pacities: 2-pole, 125 volts; 3-pole solid 
neutral, 125/250 volts ; 3-pole solid neutral 
with meter twist-out, 125/250 volts; and 
3-pole solid neutral, 125/250, 230 volts, al- 
ternating current. 





Lewis-Shepard Power Jacklift 


Vertical handle operation and electric 
praking are features of the Lewis-Shep- 
ard Power Jacklift now being manufac- 
tured by Lewis-Shepard Products, Inc., 
48 Walnut St., Watertown 72, Mass. 
Available in both platform and pallet 
models, the unit is described as an elec- 
trically-operated hand lift truck with 
complete electric push-button control 
from the handle head. Every operation of 
the truck can be controlled with the 
handle in a vertical position. Upon re- 
lease of the handle by the operator, a 
positive smooth-action brake is applied 
which instantly stops the motion of the 
truck. In the vertical position or when 
lowered, the handle has a steering arc of 
200 deg., thus allowing for accurate load- 
ing, lifting, traveling, lowering. and 
spotting of loads under all conditions. 





Lewis-Shepard Platform Model Power Jacklift 


The Lewis-Shepard Power Jacklift is 
driven by means of an electric master 
drive unit that is readily replaceable. 
With the gear drive and all wheels 
mounted on ball bearings, totally en- 
closed and packed in grease, smooth, de- 
pendable operation is said to be assured. 
The truck is available in several lengths, 
ing, lifting, traveling, lowering, and 
in both wide and narrow designs. 
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These fine machined 
parts have traveled 
far, and been stored 
for months 
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“You see the 
; > SAVING, in us- 
ing Precision Protectors instead of any old paper 
or rag that comes in handl"’ 


PRECISION © 


Dust Caps & Thread Protectors 
Specially designed to protect ex- 
posed openings, ends, coil forms, 
etc., from moisture, 
oil, dust, rust, grit, 


in transit or 
storage. i Shapes to fit 
all small parts. 
External or internal. 
Strong, spirally wound 















fibre seals, applied in 
a jiffy because they fit. 











Q\) Write or wire tor prices. 
PRECISION PAPER TUBE CO. 


2053 W. Charleston St., Chicago 
Also mfrs. of Precision Bobbins, Tubes, Coil Forms, Etc. 
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AMBER FLAKES 


for efticient, economical 
METAL BURNISHING! 


wid 









Good lubricating properties... 
good “body” . . . ready solu- 
bility . . . these are the essen- 
tial qualifications of a soap for 
metal burnishing. And Amber 
Flakes meets all of these qualifica- 
tions generously. 

You.can depend upon this uniformly 
pure, neutral, high titer soap for top- 
notch, economical metal burnishing. 
Try Amber and you'll agree. 


INDUSTRIAL SALES DEPT. 
PROCTER & GAMBLE 
CINCINNATI, OHIO 
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Willard C. Beach ‘Sta-Dri” 
Air Conditioning Unit 


Designed to screen out scale, rust, and 
dirt from compressed air pipe lines, as 
well as to extract moisture and oil fumes 





Willard C. Beach ‘'Sta-Dri’’ Air 
Conditioning Units 


and to regulate air pressures to any de- 
sired lower level, an air conditioning unit 
to be known as the Willard C. Beach 
“‘Sta-Dri’’ is now being marketed by the 
, Beach Precision Parts Co., 120 Mechanic 
St., Boonton, N. J. Constructed for long 
trouble-free operation, the unit is 





WE RECOVER YOUR 


SOLVENTS and THINNERS 


from Sludge, Waste, Wash, 
Spoiled Lacquers, etc. 
AND SAVE YOU MONEY 
Each shipment—one drum or a carload—receives 
PROPER and SEPARATE TREATMENT. 
Solvents recovered by the Lofgren Process. 


Write to: 
Solvents Recovery Service, Inc. 
1019 Broad St. or Newark, N. J. 


Hammond Solvents Recovery Service 
241 Brunswick St. Hammond, Ind. 
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ruggedly constructed and is said to be 
capable of delivering absolutely clean 
dry air with a minimum of frictional line 
drop. 

Incorporating a gage which indicates 
final pressure used, the unit is available 
in two models; namely, Model A-1 Jun. 
ior for handling approximately 30 cubic 
feet of air per minute at 100 lb. pressure, 
and Model A-2 Senior for handling ap- 
proximately 65 cubic feet of air per min. 
ute at 100 lb. pressure. The Model A-1 
Junior is supplied complete with one 
extra Sta-Dri filter and has a shipping 
weight of 14 lb. The Model A-2 Senior 
is supplied with two extra Sta-Dri filters 
and has a shipping weight of 16 lb. Both 
models are panel mounted for convenient 
installation. 

According to the manufacturer, the 
Willard C. Beach Sta-Dri Air Condi- 
tioning Unit is useful in connection with 
air lines for: spray guns, chipping tools, 
small riveters, air hammers, grinders, 
and similar pneumatic tools. 





**Platin-Nig” 


“Platin-Nig,’’ a solution for quickly 
and easily producing a rich oxidized or 
“‘antiqued’”’ effect on sterling and silver- 
plated products without the use of elec- 
tric current, is announced by the Hanson- 
Van Winkle-Munning Co., Matawan, 
New Jersey. 

In using Platin-Nig, the work is sim- 
ply immersed in the solution, prepared 
according to simple directions, and then 
highlighted for striking light-and-shad- 
ow relief. The ‘‘quality look’’ of silver 
products is said to be heightened as a 
result of the use of Platin-Nig. 





W-S “Vinylite” Finishes 


A group of high solids finishes combin- 
ing the resistance of ‘‘Vinylite’’ plastics 
and the adhesion, depth, gloss, and 
workability of synthetics is now being 
manufactured by The Watson-Standard 
Co., Pittsburgh 12, Pa. Available in 
both clear and brilliant colors, the fin- 
ishes are prescription compounded and 
can be applied with any method of metal 
product finishing either before or after 
fabrication. 

According to the manufacturer, the 
W-S Vinylite Finishes are applicable to 
the complete family of metals, both fer- 
rous and non-ferrous, and are adaptable 
to baking, producing brilliant coatings 
that possess outstanding durability on 
interior and exterior surfaces. 
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“Gripmaster” Improved Polish- 
ing Wheel Cement 


A new technical advance in ‘‘Gripmas- 
ter’ Polishing Wheel Cement that has 
the effect of locking out humidity has 
been announced by the Gripmaster Divi- 
sion, Nelson Chemicals Corp., 12345 
Shaefer Highway, Detroit 27, Mich. The 
cement now contains a special ingredient 
that is said to actually fortify it against 
moisture in the air, thus affording pol- 
ishers, a ‘‘vise-tight’’ adhesion action 
inevery kind of weather. 

According to the manufacturer, an im- 
portant time-saving and inventory-reduc- 
ing advantage of Gripmaster Improved 
Polishing Wheel Cement is that all 
grains—250 to 20—may be applied with 
put one grade of cement, thereby elim- 
inating the necessity of stocking several 
different grades of adhesives for differ- 
ent metals, different flexibilities, or dif- 
ferent temperatures. To enable polish- 
ing plant executives and superintendents 
to test Gripmaster on their own jobs, a 
generous sample of the material is being 
offered free to such individuals address- 
ing requests on their company letter- 
heads. 





Trioxane 


E. I. du Pont de Nemours & Co., Inc., 
Wilmington 98, Del., announces that 
trioxane, a polymer of formaldehyde 
useful as a fuel, solvent, plasticizer, in- 
termediate in organic reaction processes, 
and for a wide variety of industrial pur- 
poses is now available for commercial 
distribution. The product is a colorless, 
plastic, crystalline solid having a sweet 
odor and is said to ignite instantly with 
avery hot, non-luminous, clean, odor- 
less flame. 

Readily soluble in alcohols, ketones, 
ethers, esters, chlorinated hydrocarbon 
solvents, and aromatic hydrocarbon 
solvents, trioxane, in the molten state, 
is itself claimed to be an excellent solv- 
ent for many organic substances, includ- 
ing phenol, naphthalene, fatty acid 
amides, and urea. It is soluble in most 
types of organic materials, making pos- 
sible the use of trioxane as an intermedi- 
ate in organic reaction media. In such 
anhydrous media, trioxane is stable if 
the system is neutral or alkaline. Small 
amounts of strong acids or acid-forming 
substances cause the compound to de- 
polymerize to monomeric formaldehyde 
ata rate that may be readily controlled 
by regulating the amount of catalyst 
and the temperature. 
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Mk Keon’ 
La LS. tah » 


for producing black 


finish on copper & silver 


¢ Simple and easy to use: fool- 
proof in operation. 


* Does not deteriorate in stock. 
¢ Has long life in solution. 


¢ Gives chemical control of your 
oxidizing solution. 


Order on approval 


SULPHUR PRODUCTS CO. 


Greensburg 6, Pa. 











Harrison 4-A Products 


SUPERIOR COMPOUNDS 
for 
Cutting—Cut and Color 
Mirror Finishing 


Mean 


FASTER CUTTING 
INCREASED PRODUCTION 
GREATER ECONOMY 


Write us for samples 
to meet your special needs 


HARRISON & COMPANY 


Haverhill, Mass. 
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New Literature 


Harshaw Modified XXX Bright Nickel 
Process is the subject of a booklet of un- 
usual interest to all platers which has 
been prepared by The Harshaw Chemical 
Co., 1945 E. 97th St., Cleveland 6, Ohio. 
The 16 well-illustrated pages of the book- 
let cover the subjects of products, form- 
ulas, economies, and Harshaw services. 

Copy of the booklet is available free to 
individuals addressing requests on their 
company letterheads. 





Cambridge Wire Cloth and _ Metallic 
Screen. The Cambridge Wire Cloth Co., 
Cambridge, Md., has released a 32-page 
stock list of wire cloth and metallic 
screen. Included are items of steel, gal- 
vanized, brass, bronze, copper, Ever- 
dur, Inconel, Monel: Metal, Nichrome, 
nickel and various stainless steel an- 
alyses for use in spraying, annealing, 
pickling, and various other operations. 
Copy of Stock List No. 600. 





“A ‘Hoist’ of New Ideas” is the title of 
a circular prepared by Almco Inc., 233 
E. Clark St., Albert Lea, Minn., which 
describes and illustrates its universal 
hoist for factory, warehouse, loading 
platform, and garage use. Copy free upon 
request. 





“Ucilon,’’ a protective synthetic coat- 
ing developed from improved, inert, syn- 
thetic resins and especially advantageous 
for maintenance work and for products 
subjected to corrosive service, is the 
subject of a four-page descriptive folder 
now being issued by United Chromium, 
Inc., 51 E. 42nd St., New York 17, N. Y. 
The folder provides information on prop- 
erties, application, and typical uses of 
the coating. Copy free upon request. 





RANDALL for TANKS 
ALLOY — RUBBER — LEAD 
GAS—STEAM—ELECTRIC HEATED 


—DEGREASERS— 
POLISHING LATHES 
EXHAUST SYSTEMS 


RANDALL WELDING WORKS 
410-412 E. 93rd St. | New York 28 
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*‘Rectrol’”’ Electroplaters’ D. C, Power 
Supply which is said to be ideal for smal] 
plating shops, manufacturing jewelers 
and so on, is fully described as to fea, 
tures, operation, and available models jn 
an illustrated leaflet prepared by the 
Electro-Tech Equipment Co., 119 Ig. 
fayette St., New York 13, N. Y, Copy 
free upon request. 





“Bitumastic’”? Visual Index. A four. 
page visual index showing industrial ap. 
plications for the different types of “Bj- 
tumastic’”’ protective coatings manufac. 
tured by the Wailes Dove-Hermiston 
Corp., Westfield, N. J., has been pub- 
lished by this firm. The center page of 
the index contains a large composite 
drawing showing where Bitumastic and 
Bituplastic products can be used to ad- 
vantage in the prevention of corrosion, 
The guide provides a handy checking ar- 
rangement whereby plant managers can 
readily determine the correct coating to 
use to protect their buildings and plant 
equipment. Copy free upon request. 





Galvanizing Handbook. By John R, 
Daesen. Published by Reinhold Publish- 
ing Corp., 330 W. 42nd St., New York 
18, N. Y.- 166 pages. 78 illustrations. 
sa28, binding, board covers. Price, 

2 


This handbook presents graphically the 
basic principles involved in galvanizing 
and demonstrates with photographic 
examples the nature and cause of many 
defects encountered in applying zinc 
coatings to iron and steel in a varied 
field. Many of the examples shown were 
articles that had been deliberately spoil- 
ed to indicate in an extreme manner 
conditions which are difficult to illus- 
trate in the degree usually encountered 
in practice. 

In addition to a forward and introduc- 
tion, the book includes 12 chapters which 
are headed as follows: Mechanism of 
Protective Action; Typical Structure of 
a Zinc Coating; Variations in the Iron 
or Steel Base; Fluidity Control with 
Temperature; Fluidity Control with Alu- 
minum Addition; ‘‘Spangled’’ Coatings 
with Eutectic Additions; Changes in 
Coating After Dipping; Heat Treatment 
of the Coating; Cleaning and Pickling; 
Fluxing; The Kettle and Its By-Prod- 
ucts; and Hot Dip Coatings with Other 
Metals. 

At the rear of the book are six ap- 
pendices having the following headings: 
Testing Zinc Coatings; Preparation of 
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Sections for Photomicrography; Density 
and Strength of Acid Solutions; A.S.T.M. 
Standard Specifications for Slab Zinc 
(Spelter) B6-37; A.S.T.M. Standard 
Specifications for Zinc-Coated Steel and 
Iron. Articles; and Bibliography: Hot 
Tinning. A complete index rounds out 
the book. 





“Resin Baking Coatings by Induction 
Heating,’’ an article by Robert J. Moore, 
technical coordinator of the Bakelite Cor- 
poration, is the subject of a 24-page 
booklet published by the Bakelite Corp., 
30 E. 42nd St., New York 17, N. Y. The 
contents of the booklet are divided into 
six principal parts as follows: (1) Intro- 
duction: What are resin baking finishes? 
(2) Their properties and uses prior to the 
war; (3) Wartime uses; (4) What is in- 
duction heating? (5) Enlarging poten- 
tial coating business: The application of 
continuous induction heating to pipe line 
coatings and to other expanding fields of 
use; and (6) Addenda: Wartime specifi- 
cations for resin baking finishes. 

Copy of the booklet is available free of 
charge to mechanical executives address- 
ing requests on their company letter- 
heads. 





“M.S.A. Eye Protection for Every Ap- 
plication”’ is the title of a colorful eight- 
page bulletin published by the Mine 
Safety Appliances Co., Braddock, Thom- 
as and Meade Sts., Pittsburgh 8, Pa. 
Eye-protective devices covered include 
chippers’ goggles equipped with M.S.A. 
protective lenses; chemical goggles for 
protection against dangerous chemical 
particles and splashes; open frame Ful- 
Vue spectacles; spectacles with side 
screens and leather side shields; dust 
goggles; Dreadnaut goggles designed for 
protection against flying particles from 
any direction; welders’ goggles with a 
wide choice of lens types; foundry and 
melters’ goggles; acetate spectacles; gas 
goggles; wire screen goggles; and spe- 
cially designed goggles for workers who 
must also wear corrective glasses. 


The bulletin also features the M.S.A. 
Speedframe, a goggle mounting which is 
said to eliminate troublesome hand ad- 
justment; M.S.A. Fogpruf for the effi- 
cient cleaning of lenses; and the M.S.A. 
goggle cleaning cabinet which contains 
Fogpruf and optical wiping tissues in a 
convenient wall mounting. Copy of Bul- 
lettin No. CE-29 free upon request. 
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“The What, When, Why, and How of 
‘Cocoon’ Protective Packaging” is the 
title of a 12-page béoklet prepared by the 
Coatings Division, R. M. Hollingshead 
Corp., Camden, N. J., which fully covers 
a unique packaging plastic consisting of 
modified film-forming vinyl resins car- 
ried in volatile solvents for protecting 
metal items, ranging from ball bearings 
to locomotives, from the elements. Copy 
is available free by requesting Form No. 
5559. 





EP High-Current Low-Voltage Motor- 
Generators are the subject of a four- 
page bulletin published by The Electric 
Products Co., 1726 Clarkstone Rd., Cleve- 
land 12, Ohio. The bulletin illustrates and 
briefly describes electrolytic motor-gen- 
erators for any electrolytic process; bat- 
tery-charging motor-generators for any 
motive-power application; and diverter- 
pole motor-generators for the floating 
charge of standby batteries. In addi- 
tion, the bulletin treats of frequency 
changers, industrial dynamometers, spec- 
ial motors and generators, and synchron- 
ous motors and generators. Copy of 
Bulletin 208 free upon request. 





THE 
VARNISH PRODUCTS CO. 


MAKERS OF 
CEL-U-LAK Lacquers and 
Enamels 
FORM-A-ROC—alkyd- 
amine enamels 
ALSO 
Bronzing vehicles, adhesives and 
other specialties for the industrial 


finishing of wood, metal, ceramics 
and plastics. 


5206 HARVARD AVENUE 
CLEVELAND, OHIO 
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